














Lectromelt Furnaces grow BIG, too. 


Manvfactured in... CANADA: Lectromelt Furnaces of Canada, 


Lid., Toronto 2... ENGLAND: Birlec, Lid., Birmingham... SWEDEN: 
Birlec, Elekthougnar A 6, Stockholm... AUSTRALIA: Birlec, Lid., 
Sydney .. . FRANCE: Stein et Roubaix, Paris... BELGIUM: S. A 
Beige Stein et Rouboix, Bressoux-liege . SPAIN: General 
Electrica Espanola, Bilbao ITALY: Forni Stein, Genoa. 


WHEN YOU MELT... 


Strong, sound irons for special castings are produced in this 
Lectromelt Furnace at Ferro Machine & Foundry Company, Cleveland. 


Nicknamed “The Drugstore” 
because it fills prescriptions 
so accurately... 


“With our electric-furnace duplexing process, we are able to 


produce special irons for a great variety of castings requiring 
heat and wear resistance and ability to withstand extreme 
pressure... and do it economically.” 

In the duplexing process at Ferro Machine & Foundry Com- 
pany, molten iron from the cupola is poured into the Lectromelt 
Furnace. There, elements are added or removed to give the 
exact composition Spec ified and the « harge is superheated elec- 
trically to achieve a fine-grain structure. Thus, special irons are 
produced as regular routine 

Lectromelt Furnaces range in capacities from 24 pounds to 
150 tons, meeting every development and production require- 
ment. They're on melting, refining, smelting and reduction work. 
For Bulletin No, 7, telling you more about 
them, write Pittsburgh Lectromelt Furnace 


Corporation, 316 32nd 5St., Pittsburgh 30, Pa. 


TWENTY FIVE 
POUNDS 


10 i 
MOORE RAPID ut 
. ft 


ONE HUNDRED FIFTY 
TONS CAPACITY 
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o finished parts.. 


here in one of America’s, promi- 
nent, non-ferrous foundries every 
known, modern method is put 
to work for safety’s sake. It's a 
pre-planned operation that safe- 
guards the high quality of 
Ampco* (aluminum bronze). 


MODERN Pouring Devices with their quick- 
detachable bails swing into action to handle, 
alternately, ladles and crucibles with their 
heavy loads of precious metal. More perish- 
able than fresh milk the metal flows, at highly 
uniform temperatures and without interrup- 
tion, from covered, MODERN ladles. And right 
along with this maximum safety protection, 
for men and metal, there follows an ease of 
operation that insures the day-after-day high 
yield from furnaces to loading docks. 


Ampco’s* turning of finished castings into 
finished parts is an interesting operation — as 
modern as it’s melting and pouring methods... 
as practical as tomorrow's foundry planning. 


Through a closely WORKING TOGETHER 
with successful foundrymen, here and every- 
where for more than thirty years, MODERN 
engineers have pioneered and are continu- 
ously expanding new uses for MODERN Pour- 
ing Devices. Today there’s a Device and a 
method for every pouring-floor-need. SO, 
whether you put up a couple floors a day or 
pour a hundred tons of metal in a round-the- 
clock operation it will pay you well to get the 
entire story. Literature and films are available 
to foundrymen. Returning the coupon will start 
things moving in your direction ... . 





MODERN EQUIPMENT COMPANY 

Dept. AF-3, Port Washington, Wisconsin 

Without cost er obligation mail: 

Catalog on metal pouring systems. 

Cupolas and cupola chorgers..... 

Cranes and monorail systems.... > 

More information on FREE use of MODERN films 
Company ..... 

Street 
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Workers require no dust masks 
and still enjoy a 10 per cent cooler 
atmosphere since Allis-Chalmers 
Mfg. Co., Milwaukee, designed and 
installed this dust collecting sysiem 
on a shakeout in its No. 2 foundry 
The system exhausts 16,000 cfm of 
air. Before installation, average 
dust count was 40 million particles 
per cu ft of air. After instal’ation 
the count dropped to 10 million 
Free silica, previously 12 million 
particles, was reduced to 3 million 

per cent of the maximum 
specified by Wisconsin's Industrial 
Commission 
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LINK-BELT 




















In modernized midwestern foundry, two “PA” Oscillators handle hot castings 
Coming in from the left, 50 ft. transfer conveyor feeds 75 ft. cooling and sprueing 
conveyor. Link-Belt Overhead Trolley Conveyor (above) delivers molds to shakeout. 


Oscillating Conveyor 





A” POSITIVE ACTION — Mo- 
tion is imparted to the conveyor trough 
by a roller-bearing, constant-stroke ec- 
centric, driven at selected speed. Uni- 
form, continuous flow is assured regard- 
less of overloads or surges. 


2) LEAK-PROOF — Standard trough 
is a single piece of metal with high 
siues—eliminates leakage and spillage. 


(3) DUST-TIGHT — Escape of dust 
or gases can easily be eliminated by 
addition of a metal cover with flexible 
connections at loading and discharge 
points. 

(4) COMPACT —A “natural” medium 
for passing congested locations—open- 
ing need be only slightly larger than 
the trough. Many are installed in small 
trenches to receive material from ap- 
paratus above. 


(5) LONG LIFE —All-metal, with a 
minimum of moving parts, no joints to 
abrade. Handles very hot, sharp, jagged 
or oily materials with virtually no wear. 


(6) MINIMUM MAINTENANCE— Only 
the drive need be lubricated. Steel tor- 
sion bars that provide the spring action 
last indefinitely without attention. 


»» Bives 
you these 


conveying 
advantages! 





LINK-BELT COMPANY: Chicago 9, Indianapolis 6, Philadelphia 40, Atlanta, Houston 1, Minneapolis 5, 
San Francisco 24, Los Angeles 33, Seaule 4, Toronto 8, Springs (South Africa). Offices in Principal Cities. 


1a,m8 





(1) VERSATILE — widths from 8 to 


“$4 in., lengths up to 100 ft. Efficiently 


handle from a few pounds to 200 tons 
per hour. Dividers can be installed to 
convey more than one material simul- 

and discharge is possible at 
any desired points. 


‘B) GENTLE — No breakage of thin 


or brittle castings. Even a cigarette ash 
can travel the entire length of the 
trough intact. 


9) ECONOMICAL — Particularly on 
fOnger runs, first cost is low. Installa- 
tion and alignment are simple, fast. 


Yes, on any count, Link-Belt “PA” 
Oscillators are years ahead. These revo- 
lutionary conveyors have proved them- 
selves efficient for handling coolant- 
soaked steel turnings, foundry shakeout 
sand and castings, and other sharp, 
abrasive, hot materials. Ask for Book 
2444 containing complete information 


LINK: -BELT 








“We'll never have 

to weigh another 

alloy charge for 
the cupola’ 


It’s easier for 
everybody when 
counting eliminates 
trips to the scale. 


OHIO FERRO-ALLOYS PRODUCTS OHIO FERRO- ALLOYS 


FERRO-SILICON - 50-65-75-85-90% 


LOW CARBON FERRO-CHROME SILICON e ou t re | U 7 r «& 


+ SPECIAL BLOCKING 50% FERRO- 
SILICON * FERRO-MANGANESE + Reduce your labor cost... Make it 


ec easy for the man at the cupola charging 
* BOROSIL +* SIMANAL , I. 
door to make exactly the right additions. 
Ohio Ferro-Alloys briquets provide excellent 
insurance against error in charging. 


BRIQUETS 


SILICON © MANGANESE 
e SILICO - MANGANESE 
« CHROME 


SALES AGENTS AND WAREHOUSES: 
SAN FRANCISCO AREA — Pacific Graphite Company, 
Inc., Oakland 8, California. 


LOS ANGELES AREA—Snyder Foundry Supply Company. 1Z Ys * Re , 
Los Angeles 11, California. VWI. Vi “07> Moy Wifi We 
MINNEAPOLIS AREA — Foundry Supply Company, 1. fy 

Minneapolis, Minnesota f 
DENVER, COLORADO—Metal Goods Corporation. anton, hoo 
MEXICO—CIA. Proveedora de Industrias, $. A. Mexico, r troit Pitt 

6, D. F., Mexico. 


SALES AGENTS, NO WAREHOUSES: 
NORTHWEST AREA—E. A. Wilcox Company, Arctic BIRMINGHAM DISTRICT—Schuler Equipment Company, First 
Building, Seattle 4, Washington; Phone Mutual 1468. National Building, Birmingham, Alabama. 
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the VELOCITRAP 


THE Schneible Velocitrap performs an important function on any dust 
collecting system, by removing heavy or abrasive solids, or materials of 
salvage value from the system. 

Solid particles are expelled by centrifugal force from the air stream. Through 
ports in the casing of the unit these particles are deposited in a hopper. 
Only the minimum size particles reach the dust collector. This saves dust 
collector capacity and reduces wear on the duct system. 

In foundries, the Velocitrap recovers abrasives from cleaning operations, 
sand from downdraft shake-outs, screens, mullers and sand systems. It 
eliminates drop-out boxes at grinders and tumbling mills. 

The Velocitrap is engineered and constructed for long service and is 
adaptable to either wet or dry-method dust collecting systems. 


Write for details in Bulletin No. 246 


CLAUDE B. SCHNEIBLE COMPANY 


P. O. Box 502, Roosevelt Annex ¢ Detroit 32, Michigan 











PRODUCTS: 
Multi-Wash Collectors @ Uni-Flo Standord Hoods @ Uni-Fie 
Compensating Hoodse Uni-Flo Fractionating Hoods Water 
Curtain Cupola Collectors@ Ductworke Velocitraps Dust 
Seporators @ Entrainment Separators @ Settling end 


Se ee, Seer ra Saeage Seay Peaye MANUFACTURERS © ENGINEERS » CONTRACTORS 
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DUCTILE IRON 


Improves 


Diesel-Engine Pistons 


Provides High Strength/Weight Ratio along with 
Outstanding Resistance to Mechanical Wear and Heat 


Ductile Iron is a cast ferrous product that combines the 
process advantages of cast iron along with many of the 
product advantages of cast steel... 


In less than two years, Ductile Iron has attained wide 
acceptance because it offers excellent castability, high 
mechanical properties, and good machinability. Parts 
cast in Ductile Iron show superior pressure tightness, 
good elastic modulus and resistance to shock. 


High yield strength in combination with toughness 
renders this new engineering material ideal for auto- 
motive and allied services. 

TYPICAL CURRENT APPLICATIONS: crankshafts, 
wrenches, manifolds, fender dies, pumps, clamps, com- 
pressor heads, anvil blocks for forging hammers, and 
other parts too numerous to detail. 


THE INTERNATIONAL NICKEL COMPANY, INC. 


50-pound piston cast in Ductile lron. At the left is a 

section. Tests show 
TENSILE STRENGTH 
YIELD POINT 
ELONGATION 

Hydrostatic Destruction test over 18,000 p.s.i 

Same test on Class 40 iron — 13,000 p.s.i. ultimate.) 


65,000 p.s.i. 
53,000 p.s.i. 
9.5% 


YOUR OPPORTUNITY: Join the increasing number of 
successful foundries now producing Ductile Iron. Write 
for additional information on the production advantages 
and types of castings for which Ductile Iron has been 
adopted ... mail the coupon now. 


The International Nickel Company, Inc 
Dept. AF, 67 Wall Street, New York 5, N. Y 


Please send me a list of publications on: DUCTILE IRON 


Name Title 
Company 


Address 


City 


67 WALL STREET 
NEW YORK 5, N.Y 
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Y BENTONITE 


——= NEWS LETTER No. 26 








REPORTING NEWS AND DEVELOPMENTS IN THE FOUNDRY USE OF BENTONITE 


A thin film of sand at the metal-mold inter- 
face is elevated to higher temperatures, but 
only for a very short space of time. Incipient 
fusion, called “sintering,” may occur in this 
surface film. 


The “sintering point” as determined by labor- 
atory test is the lowest temperature at which 
the first appreciable amount of slag or ce- 
ramic flux adheres to a platinum ribbon 


which has been heated and pressed against 
the sand specimen. Ordinarily the test obser- 
vation is made while the ribbon is hot. But 
in actual foundry practice, sand which sticks 
to a casting while hot may peel off when it 
cools, which surely is a desirable outcome and 
should, for practical knowledge, be a signifi- 
cant point to determine. Therefore the sinter- 
ing tests on six sands and sand mixtures were 
performed in two ways. 





Test Method A—Sticking to ribbon while still 
hol. After four minutes heating, the ribbon was 
lifted from the sand specimen and the power was 
shut off. Two minutes later, while it was still hot, 
the ribbon was inspected for adhering slag or sand. 


SINTERING POINT TEST METHOD A 
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Although bentonites are less refractory than 
fireclays, the sintering points of the bentonite- 
bonded sands, and particularly their peeling 
ability (also of molding sand “N”) are 
slightly higher than for fireclay bonded sands. 
This is probably due to the larger amount of 
fireclay used to equalize green strength, but 





Test Method B—Sticking to ribbon when cooled 
After four minutes heating, the ribbon was lifted 
from the sand specimen and set aside for 15 min- 
utes to completely cool. The ribbon was then ex- 
amined for adhering slag or sand. 


INTERING POINT TEST METHOD 8B 
[SINTERING POINT TEST METHOD 8 | 
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———— 


greater shrinkage or contraction of bentonite 
may also snanelieinn to it. 

Dry and hot strength characteristics do not 
conform to sintering results. Southern ben- 
tonite and molding Sand N, both with low dry 
and hot strength show as good sintering test 
results as Western Bentonite which has the 
highest dry and hot strength. 


AMERICAN COLLOID COMPANY 


Chicago 54, Illinois ¢ Producers of Volclay and Panther Creek Bentonite 
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Feesncres CORMELL 
CUPOLA FLUX 


@ OVER 34 YEARS’ SUCCESS IN CLEANSING 
MOLTEN IRON FOR BETTER CASTINGS. 


WRITE FOR BULLETIN NO. 46-B 


—> 2- 2 =| fF 2 2 2 2 2 | 
e F FAMOUS CORNELL BRASS FLUX cleonses molten brass even 
when the dirtiest brass turnings or sweepings ore used. You 


1026-1040 MAIN AVENUE, N. W., CLEVELAND 13, OHIO I Zab pour clees, sivecg costings which withstend high pressure 
b FLUX tests and téke @ beoutifyl finish, The use of this flux soves 
considerable tin ond other metals, ond keeps crucible and fur- 


Manutacturers of Iron, Sem1-Steel, Malleable, Brass, 


Bronze, Alummum and Ladle Fluxes - Since 1918 nece liniogs cleoner, adds to lining life end reduces maintenence. 








a4 
Fr FAMOUS CORNELL ALUMINUM FLUX cleanses molten aluminum 
eco By SUN pe hegn SheReetatge te 
Lu XE 
a 


Trade Mark Registered 


FLUX tions can be poured. Castings take o higher polish. Exclusive 
formule reduces obnoxious goses, improves working conditions. 
Dross contains no metal after this flux is used. 





A RRR apt WEE 


CLOSE-TOLERANCE CASTINGS—HIGH-YIELD PRODUCTION 


Using thin-shell molds and cores of fine 
grained sands bonded by BAKELITE 
Phenolic Resins results in castings that 
need only a minimum of finishing. Sur- 
faces are almost pattern-smooth, and 
tolerances are as close as .002 to .005 
of an inch per inch. The high yield of 
good castings, ferrous or non-ferrous, 
means a greater number of castings per 
ton of metal poured. 


Dept. DO-39, BAKELITE COMPANY, 


The shell-molding process forms 
highly porous molds that permit the 
free escape of gases. There is no burnt- 
on or burnt-in sand on metal. Built-in 
guide pins and holes assure accurate 
registration of mold parts so that allow- 
ance for mold shift is unnecessary. 

Molds and cores are strong, moisture- 
resistant, and stable, with long storage 
life. Far lighter than those made with 


A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street, New York 17, N. Y. 

Please mail my free copy of Booklet K-8, “BAKELITE 
Phenolic Resins for Foundry Molds and Cores.” 


ordinary materials, they spell notable 
savings in handling effort and space. 

Yielding smoother, better castings, 
using less sand, meeting heavy produc- 
tion schedules, this process means new 
economy for foundry operations. 

For information about the BAKELITE 
Phenolic Resins developed for the 
shell-molding process, fill out and mail 
the attached coupon. 


BAKELITE 


TRADE-MARK 


PHENOLIC 
BONDING RESINS 


BAKELITE COMPANY 
A Division of 

Union Carbide and Carbon Corporation 

30 East 42nd Street, New York 17, N.Y. 


in Caneda: 
Bakelite Company (Canada) itd., Belleville, Ont. 


Be sure to visit the INTERNATIONAL FOUNDRY CONGRESS and SHOW Atlantic City, May 1-7—-Spaces 1229, 1231, 1233 
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To an already famous 
series of Flask Pins a 

and accurate alignme 
they'll also save the ca 
heat-treated and prec 
treatment. Universal 
inum, magnesium o 
round and elongated 
a complete line of si 
and Bushings as reg 

nearest you . . . 1060 
or the home office. 


and bushings 
RSAL quality line 


niversal has now added a threaded 


precious minutes by assuring instant 
her members of this famous team, 
ment always requires because they're 
ity steel to stand up under rough 
d Bushings are used in steel, alum- 
ushings are available in both the 
f hexagonal types. Universal carries 
Il as its taper and plain series Pins 
inquiries and orders to the office 
, 5035 Sixth Ave., Kenosha, Wisc., 


150 


UNIVERSAL ENGINEERING COMPANY , ss rrankenmutH12, MICHIGAN 
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FRICTION SAWING WITH A DoALL ZEPHYR 
PROVES FASTER, CLEANER THAN 
ANY OTHER METHOD 


ALLOY PRECISION CASTINGS CO., Cleveland, had 
to find a quick and easy way to trim gates from stainless 
steel generator brackets. After consideration of various 
methods of handling this job, DoALL friction sawing 
was found to be by far the fastest and most economical 
way to meet the production requirements. They cut all 
six gates in a fraction of a minute with a DoALL Zephyr 
band machine and friction saw band. The job was done 
to a finer finish than possible with other methods, 
thereby saving time on further cleaning operations. 

DoALL friction sawing (heat concentration to soften 
the metal ahead of the saw band) cuts all ferrous metals 
up to 1” thick. Cuts are made at speeds of 10,000 to 
15,000 F.P.M. The DoALL friction saw band used gives 
you an accurate cut — gives finer finishes — reduces 
subsequent grinding. Ask for a FREE demonstration 
in your foundry. Call your local DoALL Sales-Service 
Store or write: 


The DoALL Company 
254 N. Laurel Ave., Des Plaines, Illinois 


DoALL FRICTION SAWING 
TRIMS 6 GATES IN 
FRACTION of a MINUTE 





DoALL Friction Saw Bands 
Available Now 
From Local Stock 


New DoALL friction saw bands have the 

teeth locked in by a special heat process 

giving you longer band life at lower cost. 

You can buy DoALL friction saw bands in 
' 500 ft. coils or specially cut and welded 
' lengths to fit your machine. 


SEE THIS EQUIPMENT 
AT THE FOUNDRY SHOW 
ATLANTIC CITY, MAY 1-7 


WRITE FOR 
BULLETINS 











CUPOLA SHELL LININGS 


economical, versatile in operation... 
made to fit every cupola melting need ! 








Whether you operate continuous pour cupolas . . . or short heats 

HY-TEMP REFRACTO MATERIALS used in combination with 
other refractories will help prevent burn-outs, resist slag and other 
harmful oxide erosion, thus assuring efficient, high production. 


To demonstrate the simple, economical application of HY-TEMP 
REFRACTO BRICKS and BONDING CEMENT, three fypical installa- 
tions are illustrated here in detail . . . (each one meeting a specific 
method of melting zone lining) . . . each offering money saving 
possibilities through increased cupola diameter and decreased 
cupola maintenance costs. 





H.T.R. BRICK 
ae H.T.R. REFRACTORY BRICKS, BONDING CEMENT, WITH CUPOLA BLOCKS 


CEMENT 
OR FIREBRICK 


This installation features H.T.R. BRICK acting os the cupola shell 
gvord. Next, a lining of cupola blocks or bricks is used. To achieve 

WINDBOX the best possible results, H.T.R. BONDING CEMENT is recommended 
as joint material in the secondary as well as the primary lining, 
preventing penetration and cutting at the joints 


CUPOLA BLOCKS This combination H.T.R. lining will serve durably in long heots or 
continuous pour cupola operation. The benefit of increased cupola 
TUYERES diameter is obvious in this installation. H.TR. materials furnish 
| dependable safeguards against complete burn-outs and consequent 
operating interruptions so often caused by hot-spots or headlights 

in the melting zone 














WELL 





H.T.R. BRICK 


eA H.T.R. REFRACTORY BRICKS, BONDING CEMENT WITH FIRESTONE 


Here is another cupola lining combination that presents high pro- 
duction melting possibilities. This illustration plifies a mini 








use of refractory materials to obtain maximum capacity in the 
cupola melting zone. In this cose H.T.R. REFRACTORY BRICKS, func- 
tioning os cupola shell protectors are fronted with firestone This Oe ; WINDBOX 
combination, too, is highly suitable for long-heat operations. y 


Again, H.T.R. BONDING CEMENT is suggested as joint material FIRESTONE 
for the firestone in such an installation. The H.T.R. BONDING 
CEMENT will enable this lining to withstand elevated temperatures 
with exceptional minimum cutting or erosion of the firestone joints 























2 eee H.T.R. REFRACTORY BRICK, BONDING CEMENT WITH MONOLITHIC OR 


CEMENT HAND DAUBING MATERIALS 


The use of a shell lining of H.T.R. REFRACTORY BRICK and BOND. 
ING CEMENT with monolithic linings is advisable for long heat 
operation. As can be noted by the illustration, the H.7.R. shell lining 
INDBOX is simply coated with the monolithic lining material to the thickness 
required. This coating is usually done mechanically with a gun 
The elements of durability and insurance against burn-outs are sup 
plied by H.T.R. REFRACTORY BRICK next to the cupola shell 

For short-heat operations, hand daubing or patching monolithics 
can be used in combination with H.T.R. shell linings. This arrange 
ment is advised to intoi i cupole di ond assure 
the highest possible cupola productivity over limited running time 

















FOR HIGH CUPOLA PRODUCTION HEATS LOW CUPOLA MAINTENANG@E €0OSTS 


FOUNDRY SAND CO. 


am am am ee ee a ee ee ee 
© BONDING CEMENTS « ELECTRIC FURNACE LININGS AND BOTTOM) 





To assure complete satisfaction, all H.T.R 
CUPOLA SHELL LINING installotions are 
personally supervised by HY-TEMP RE WEST GRAND BLVD. DETROIT. MICHIGAN 
FRACTO Service Engineers, without addi 

tional cost or obligation 
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“Burning and Breakage 


loss not a factor since 
using EDCO Dowmetal 


BOTTOM BOARDS” 


... says Olney Foundry, 
LINK-BELT COMPANY, 
Philadelphia, Pa. 


Modern mechanized foundries, like Olney Foundry, 
rely on the durability of EDCO DOWMETAL Bottom 
Boards. Even after 3 years of constant use, the EDCO 
DOW METAL Bottom Boards at Olney Foundry con- 
tinue to give maximum production efficiency. That's 
why Olney Foundry says with confidence: “Burning 
and breakage loss not a factor since using EDCO DOW- 
METAL Bottom Boards”. 

EDCO DOW METAL Bottom Boards also help pro- 
duce castings that are true to pattern, The exclusive 
grooved and vented design permits escape of gasses, 
and insures mold stability. Causes for rejects are kept 
to a minimum. 


CHRISIIANSE 
CORPORATION 


CHRISTIANSEN 


1521 N. KILPATRICK AVE. eo 


“EDCO DOWMETAL Bottom Boards are now perma- 
nent equipment in our foundry”, adds Olney Foundry. 
“They help increase output while cutting production costs, 
and have more than paid for themselves in savings alone 
effected by substantially reduced replacement costs.” 

Regardless of the size of your foundry operation, 
your molders will like handling these boards because 
they are strong— yet light in weight, easy to stack, and 
do not splinter. EDCO DOWMETAL Bottom Boards 
will not warp or rot-—there are no nails to come out, 
nothing to break or split—no upkeep. 

Write us, or phone CApitol 7-2060 for price schedule 
and list of 74 standard sizes available from stock. 


CORPORATION 


CHICAGO 51, ILLINOIS 


ALUMINUM ALLOY INGOTS e ZINC BASE DIE CASTING ALLOYS 
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DEOXIDIZED 


with FERROCARBO 
Metallurgical 
Silicon Carbide 


NOT 
DEOXIDIZED 


(note the 
segregation, 
inclusions) 


FERROCARBO 


TRADE MARK 


DEOXIDIZING SILICON CARBIDE 


Briquettes 
by CARBORUNDUM 


TRADE MARK 


make your castings CLEANER...MORE UNIFORM...MORE 
WEAR RESISTANT...MORE RESISTANT TO THERMAL 
SHOCK.. — TO — (extra tool life) 


"“Carbor regs and “Fer — oF egis ota ademarks which indic 
Peer se e by The Coa eed ndu > Come any iagoro Falls, Seer Tere 


PHONE OR WRITE THE 
FERROCARBO DISTRIBUTOR 
NEAREST YOU 


KERCHNER, MARSHALL & CO. 
PITTSBURGH 
Cleveland, Birmingham, Philadelphia and Buftal 


MILLER & COMPANY 
CHICAGO 
St. Lou and Cincinnat 
FERROCARBO GBriquettes are manutactured 
t S. Patents ) ) 


Atl) 
The process of ma g cast i 
itilization of si 





“FOUNDROMATIC’ 
SHAKEOUTS 


PRODUCTION WAS SPEEDED 96-FOLD at this mid- 

western steel foundry when the Foundromatic shakeout 

uy tadly of strecteesl ead olate test bb convletcly shown was installed! Crane bases are cored out complete- 

relieved before machining. Heavy cast steel snubbers ly in about five minutes . . . as compared with an average 
body centered on durable coil support springs even of eight hours required with manual labor. 


aia 7 Vier erevides ibe = Re aa The Foundromatic shakeout, an exclusive and field-proven 


Allis-Chalmers design, will also radically reduce your foundry 
shakeout and core knockout time. You'll get increased output for 
these three reasons: 


Slash Knockout 0 FASTER SHAKING OUT. Heavy body construction, with 
decks of 14, to 2 in. platesteel, gives more “punch” to full load operation. 


a @ MORE FLOOR SPACE. Shakeout can break up molds as soon 
Time ] as castings are cool, leaving floor area free for re-use. 

2 &} UNINTERRUPTED OPERATION. Rugged two-bearing vibrat- 

ing mechanism has oversize bearings carrying only eccentric shaft force. 


And there is no record of shafts or support springs ever breaking. 


Get the full story on Foundromatic shakeouts, their proven construction 
features, and how they can benefit your foundry operations. Single units built 

in Capacities from one to 25 tons . . . multiple units available to over 100 tons. 
Call your nearest A-C office or write to Allis-Chalmers, Milwaukee 1, Wisconsin 
for Bulletins 07B7532 and 07B6365A, 


ALLIS-CHALMERS 


Foundromatic, Texrope and Regulex ore Allis-Chalmers trademarks. 


Foundry Equipment for | 4g 6 am, 
Bigger Output — Better 7 cy : 
Working Conditions! “sr-.-" ‘aru Gteiee eee 


Furnace Control 


A-3612 
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Multiple heating units 


For additional information, 


postcard at bottom of this page 


302 sae ae tester 


Magnesium, aluminum, and other non- 
ferrous castings are impregnated with 


BUSINESS REPLY CARD 


First Class Permit No. 14680, Sec. 34.9 P. L. & R., CHICAGO, ILL. 


a 
8 
2 


7 


id | 
4 


7 


BuIN 
a 
ii ca 

f 
Tat 


39 


PS Hi 


Ki 


tested, and 


| 


h 
§ 
; 
: 
i 
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Refractory brick 


303 





305 Electric tractor 


Rated in the medium-duty class, Model 
A-545 electric tractor is rated at 400 Ib 
light running speed of 7% mph when 
powered by the specified 48-volt battery. 
Steering is by tiller bar, which operates 
all 4 wheels. Speed is manually controlled 
by 3-speed switch on standard units, al- 


normal and 2000 lb maximum drawbar 
pull. Two-wheel drive moves it at a 





though foot acceleration is available. 


Fer additional information, 
vse postcard at bottom of this page 


Carbon, graphite brick 


Revised Catalog Section S-6210 lists the 
principal features of graphite, 
and graphite, typical 

are given 


for brick sizes, shapes, grades, and phy- 


sical es Sens 
on beams, plates, 
rods, cements are also 
sented. National Carbon Co., a Div. 
Union Carbide & Carbon Corp. 

317 Have clean air 


sDiserin te sree oe 
lector bulletin “Aerodyne”. Basically, the 


No 
Postage Stamp 
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First Class Permit No. 14680, Sec. 34.9 P. L. & R., CHICAGO, ILL. 
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Please send me detailed informe- 
tien on the Products and Procesces 
and Free Foundry information circled. 
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319 Arc Welding Electrodes 
19-page booklet, containing 32 illus- 


rods, according to test reports, without pre- 
heat in high-strength steels, gave crack- 
free welds which in as-welded condition 


erating characteristics, welding proce- 
dure and importance of low moisture con- 
tent in electrode coating are described. 
International Nickel Company. 


320 Chain Drives and Conveyors 


Bulletin 51-7, covering installation, op- 
eration and maintenance of chain drives 
and conveyors, shows how to get the 
most service from sprocket chains. [lus- 
trations show correct and incorrect ways 
of solving these problems. Chain Belt Co. 


321 Materials Handling Study 


Second in a series of case study reports, 
No. 242 shows how a Georgia metal work- 
ing plant has cut its materials handling 
cost 36 per cent by installing Baker fork 
trucks. Report contains action photos 
showing and p tion han- 
dling. Baker Industrial Truck Division, 
Baker-Raulang Co. 


322 Fork Trucks 


16-page Bulletin P809 describes appli- 
cations, types and operational features of 
the Yale line of motorized hand trucks 
and electric stackers. Special section 
shows attachments available for Work- 
savers that permit handling of a wide 
range of objects without pallets. Yale & 
Towne Mfg. Company. 


323 Electric Heaters 


“Chromalox,” issue 45, includes an ar- 
ticle on the use of electric heaters for 
ladle drying. Other articles cover ovens 
and similar devices. Edwin L. Wiegand 
Company. 


324 Electroplating Steel 


Many illustrations clarify the text of 
this 28-page booklet listing specific im- 
provements that can be made in the 
average cycle for cleaning before electro- 
plating, and describing in detail 4 helpful 
steps in obtaining superior cleaning of 
both low and high carbon steel. Oakite 
Products. 


325 Products and services 


Containing 59 printed pages plus several 
additional blank pages for notes, ring- 
bound Bulletin G-63 gives salient data on 
products and facilities offered. Of special 
interest to foundrymen are open and 
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closed circuit pulverizers for coal and 
similar raw materials; pulverized coal 
—— liquid and gaseous fuel burners; 

various refractories; castings; and the 
continued on page 93 








¢é IT’S FANNER for CHAPLETS 


FANNER GROOVESTEM CHAPLET 


is the finest chaplet ever developed 


| Plus 
' THESE ADDED 









STANDARD FEATURES 


QO FULL STRENGTH 


Reinforced construction of 
all required points pro- 
vides maximum support 
without use of extra heavy 
metal. 





FEATHEREDGE FUSION RINGS 


-jike edges on the multiple rings 
sly to fusion temper- 
ature — completely i chaplet 

















COMPLETE CONTACT 5) TIN OR COP- 


PER COATED 


Either is a sure protection 
against rust, and actually 
aids fusion. Each readily 
alloys with iron or steel, 
thus improving fusion. 









Molten metal rolls up solidly against 
the rounded bases of the radius 
grooves. Greater chaplet area con- 
tact results in maximum fusion. No 
sharp angles to trap gases or weaken 
stem strength. 


COUNTERSUN 
€) =. tapered shoulders provide 


f 
solid support to plates — allow full | 
i 
| 





























PRECISION 
6) TOLERANCES 


Held to +.002 on most 
sizes, Fanner reputation 
for accuracy is unequalled. 





contact with molten metal. No sharp 
angles to create voids usually formed 
under heads of ordinary chaplets. 


HERE IS WHY THESE FEATURES MEAN BETTER CASTINGS FOR YOU! 


1. -Cesured core support 3. Freedom from leaker 
2. WMarimum fusion 4. +tecurate wall thicknesses 


FANNER MFG. CO., CLEVELAND 9, OHIO 


In Canada: CANADIAN FANNER, LTD., Hamilton, Ont., Canada 
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Published by Electro Metallurgical Company. a Division of Union Carbide and Carbon Corporation, 30 East 
42nd Street, New York 17, N. Y.+ In Canada: Electro Metallurgical C y of Canada, Limited, Welland, Ontario 
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CHROMIUM k | provides good resistance to deterioration 
ey me a or S reng from heat. The use of chromium-alloved 

— ’ iron and steel where high temperatures are 
encountered, for example, he Ips to prevent 


a > : oxidation, which would ruin equipment. As 
Corrosion resis ance, an Pd resis ance little as 1 to 2 per cent chromium is added 
‘ ; 


) cast iron to ae Oy oxidation resistance 


and reduce growth of grate bars subject t 


high temperatures. Oxidation resistance im 





; yxroves progressively as the chromium is 
Chromium is one of the most important I 


alloying elements in iron and steel metal 
lurgy since it markedly improves certain 
chemical and physical properties 


increased. Steels containing as little as 


| 
nue 
| 





5 per cent chromium show good life at 
temperatures up to 1200 deg. F. For higher 
temperatures, appropriate steels of higher 
chromium content may be selected. Steels 
containing 25 to 28 per cent chromium give 





} 
eve Paes 
i 


Increases Strength 


The strength of steels is greatly increased 


H 
j 


| 
irs ARae eae 


satisfactory service at temperatures up t 
2100 deg. F. 
Alloy cast irons with 15 to 30 per cent 


| 


/ 
i { 

eo -—t—_—_+ -_—— + Se Cue 
i 


by chromium because it retards the trans 
formation of certain constituents during 





rapid cooling 

This makes it possible to obtain great 
depth of hardness in high-carbon steels, 
toughness in structural steel, and high 
strength and ductility in heavy sections. 
Chromium also increases resistance to 
shock by refining the grain of the steel 

Of all the alloying elements, chromium 
is probably the least expensive for increas 
ing the tensile strength of steel. Additions 
of as little as 0.25 to 1.25 per cent chro 
mium will increase the chill and hardness 


i 








chromium are commonly used for applica 
tions requiring resistance [to severe heat 





and abrasion 














4 6 
Chromium , per cent In non-ferrous allovs, also, chromium is 
‘ 


an important constituent for heat and cor 


Fig. 2. Results of atmospheric corrosion rosion resistance. It is used in the produc 
tion of non-ferrous metal-cutting tools 
chromium bronzes, and electrical resistance 


allovs 


tests on low-carbon steels of different 
c hromium contents after 10 years of 
exposure to an industrial atmosphere. s 
Available Alloys 
less” steels resist corrosion because sub Chromium is produced by Etectromet 
i » > > , > ‘e 

stantial pe rcentages usually 12 per cent in the forms listed below which are suitable 
© more) of chromium are present for everv use of the iron, steel, and non 
" ferrous metal industry 
Improves Heat Resistance ‘ 

“EM,” “Electromet,” and “SM” are trade-marks 


In both cast iron and steel, chromium of Union Carbide and Carbon Corporation 


Chromium and Their Uses 


Low-Carbon Ferrochrome For production of corrosion- and heat-resistant steels, com- 


monly known as the ‘‘stainless steels,’ as well as special 
high-temperature alloys in which a low carbon content is 
desirable 


High-Carbon Ferrochrome For production of chromium-bearing steels that do not 
require low percentages of carbon. Also used for adding 
chromium to cast iron 





Chromium, per cent 


: : For reducing grain size and improving physical properties 
Nitrogen-Bearing Ferrochrome of high-chromium steels 
Fig. 1. Chromium increases the v= lilies 


tensile strength of air-cooled avai Cli Used in the sentinel of stainless steels for siding chro 
: f EM” Ferrochrome-Silicon mium to the bath, and for reducing oxidized metals in the 
steels of varying carbon content slag back into the bath 





ol. as we > te > 
of ag sual, aS “tom as the te _ Ne ngth “eM Ferrosilicon-Chrome Readily soluble material for aida either furnace or ladle 
n copper, aluminum, and other non additions of chromium to steels 


ferrous alloys, chromium provides increased —-— —-_ —— 


strength, also. “say stein Readily soluble material for making chromium additions to 
steel of cast iron in either che furnace or the ladle 


imparts Corrosion Resistance 
Commercially, chromium is added to 
steel and iron in amounts up to 30 per cent 
for the purpose of improving corrosion 


nendy eatihiie Especially for use in making readily soluble ladle additions 
of chromium to improve composition and properties of 
cast iron 


Aue “ PEPE: Metal For use in non-ferrous chromium-bearing alloys, such as 
resistance, | electrical resistance alloys, high-temperature and corrosion 
In general, as the chromium content is certain igh cna ees tools, chromium bronzes, and 

: | certain high-strength aluminum alloy 
increased with a given carbon content, the s . arma 





esis ~ » -_ > ww : : F j 
resistance of the steel to corrosive media EM” Chromium Briquets | For a chromium to cast iron in the cupola 
becomes greater. The well-known “stain oe ‘ 
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FOR SURE RESULTS IN MAKING A CASTING, USE 


PENOLYN CORE OIL 





For Maximum Foundry Efficiency ...be sure to specify 
Penolyn Core Oil. There is a grade of Penolyn for Every Type 
of casting, to meet the most exacting requirements of every 
conceivable Foundry and Core Room Practice. 


Penolyn Core Oil offers these 10 Important Features for full efficiency— 
@ Uniformity @ Clean working 

@ Concentrated form @ Wide temperature baking range 

@ No obnoxious odor @ Polymerized formulation 

@ No seepage @ Minimum gas 

@ No crusting of green mix @ Ample collapsibility 


PENOLA OIL COMPANY 


NEW YORK DETROIT CHICAGO ST. Louis 


Penola 


FOR EXPERT TECHNICAL ASSISTANCE — be 
sure to call the nearest Penola Office for any 
technical data or assistance you may need 
regarding your casting operations. 
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Hilustration shows pe and 
drag set on fender potterr 
for STAR PATTERN & MFG 
CO., Benton Harbor, Mict 


for Higher Casting Production... 


look to ACCURATE cope and drag sets 


Because they have been a profit maker for several hundred of the leading 
foundries all over America... 


For example, when you use Accurate cope and drag sets you get clean 
smooth partings. Patterns as cast are straightened and have correct align- 
ment marks. This helps to decrease your finishing costs. 


Maintenance costs are much lower because you get longer life.. 
av 

K perivers. Wherever used, Accurate cope and drag sets have been the means 
quite yghts POE gihwoY 


; Freier ot eive”y of producing greater volume of castings at lower costs. 
rwe 
sent? 


Why not apply this idea to your foundry? It has been profitable to 
others and will be to you, too. 


Write for catalog No. 115. It tells the whole story. 


ACCURATE MATCH PLATE COMPANY 


1849 WEST CARROLL. AVENUE ° CHICAGO 12, ILLINOIS 
Telephone SEeley 3-7918 
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LIQUID PARTING 


4 
















. . . has become a phenomenal “best-seller” because of its enthusiastic and 
wholehearted acceptance by foundrymen everywhere. 

Indeed, we are mighty proud of this product. If you haven't tried it in 
your operations, we suggest you write us immediately for a working sample. 

This thin, transparent liquid can be sprayed, swabbed or brushed on pat- 
terns or matchplates to form a tough surface film that guarantees clean 
parting and smooth molds. 

It’s economical, too — 20 to 60 molds per application lowers costs and 
proves a little goes a long way! Call your Stevens representative today or 


write direct. 


“EVERYTHING FOR A FOUNDRY” 


TRADEMARK 


reevenic 5. RUM MDM incorrorsren 





DETROIT 16, MICHIGAN 








A this steel foundry, making railway car bolsters and roe I ome 
couplers, grinding operations were slowing the pro- iia 
duction schedule. 


PROBLEM: Need for more finished pieces per day. Re- ROTOR GRINDER 
duction of high wheel cost. Reduction in “down time” FACTS 


of equipment for repairs. Formerly used 8", 13-pound SPEEDS 
grinders. 3100 to 21,000 R.P.M. 


SOLUTION: Rotor Application Engineer recommended WEIGHTS 


wi + : : ; 4” grinder—8% Ibs. 
6", 6,000-rpm Rotor Grinders. Weigh only 9% Ibs. 6” erinder—9% Ibe. 


RESULTS: Production stepped up 26%. Less operator 8” grinder—11'% Ibs. 


fatigue. Wheels last longer. Finishes are better. HANDLES 
Straight or Spade. 


The Rotor Application Engineer can help you too. Call or 
write for Catalog #38. 








AIR O'TOOL 


(ON KO), ws KOLO) F 
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= DELTA Foundry Product 


is backed by continuing and exhaus- 
tive laboratory research to safeguard 
quality and maintain absolute uni- 
formity. From raw materials to the 
finished product manufacturing proc- 
esses proceed under an automatic and 


persistent policy of laboratory control. 


Add only a small quantity of DELTA NO-VEIN 
COMPOUND. (1% to 3% maximum) to your 
core sand and eliminate troublesome veining 
of cores. 


DELTA NO-VEIN COMPOUND is a specially 


prepared and compounded series of oxides which 
develop the necessary plasticity and hot strength 
without, in any way, deteriorating the sand. 


DELTA NO-VEIN COMPOUND retards sand 
grain expansion, practically eliminating the pos- 
sibility of metal penetration. 


Get the Facts... 


Working samples and 
complete literature on 
Delta Foundry Products 
will be sent to you on 
request for test purposes 
in your own foundry. 


DELTA OIL PRODUCTS CO. 


MILWAUKEE 9, WISCONSIN 
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AND ADD LIFE TO 
CRITICAL MATERIALS 


with NATIONAL 
Graphite Stool Inserts! 


Mold stools with graphite inserts stand up to the 
hot-metal impact of fast, uniform pouring... ab- 
solutely eliminate the bottleneck of stool-sticker 
slow-ups. Ingot cars move evenly... you get greater 
man-hour productivity and, incidentally, much 
longer life from essential materials and equipment. 
Write to National Carbon Company for information. 








The term “National” is a registered trade-mark 
of Union Carbide and Carbon Corporation 
NATIONAL CARBON COMPANY 
A Division of Union Carbide and Carbon Corporation 
30 Kast 42nd Street, New York 17, N.Y. 
District Sales Offices: Atlanta, Chicago, Dallas, Kansas City, 
New York, Pittsburgh, San Francisco 
In Canada: National Carbon Limited, Montreal, Toronto, Winnipeg 
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People * 


W. H. MacNeill 


William J. MacNeill has been appointed 
vice-president in charge of operations 
by Badger Malleable & Mfg. Co., South 
Milwaukee, Wis. Holding an AB from 
Indiana University and an MS from the 
University of Wisconsin, Mr. MacNeill 
has been in the foundry field since 1919, 
when he started with Federal Malleable 
Co., West Allis, Wis. Coming up through 
the ranks to become president and gen- 
eral manager, he resigned in 1945 to 
become general manager of GHR 
Foundry Div., Dayton Malleable Iron 
Co., Dayton, Ohio. He is a member of 
Gray Iron Founders’ Society and a past 
director of A.FS. 


William J. Grede, president of National 
Assn. of Manufacturers and president of 
Grede Foundries, Inc., Milwaukee, re- 
ceived the Milwaukee Cosmopolitan 
Club’s 1951 Distinguished Service Award 
at a dinner last February 13. Award is 
based on civic, religious, and philan- 
thropic services to the community. 


George E. Brown has been employed as 
sales engineer for graphite products by 
United States Graphite Co., a division 
of Wickes Corp., Saginaw, Mich. Pre- 
vious affiliations include United States 
Steel Corporation. 


Dennis E. Harvey was recently elected 
vice-president of Magnesium Co. of 
America, East Chicago, Ind. He will 
head the company’s Washington, D.C., 
office. William Johansen, former south- 
western district manager, was appointed 
general sales manager in East Chicago. 
Charles J. Futterer, formerly Johansen’s 
assistant, succeeds him. 


Charlies H. Barnett became assistant to 
the president of Foundry Equipment 


Foundry men 


Co., Cleveland, in February. He has 
been with the company since 1947, serv- 
ing as sales engineer and handling tech- 
nical publicity. 


Harry A. Fey succeeds F. J. Armstrong as 
traffic manager of United States Radi- 
ator Corp., Detroit, moving up from as- 
sistant traffic manager. Mr. Fey has been 
with the company for the past 30 years 


William G. Thannert has been named fac- 
tory manager of Trackson Co., Milwau- 
kee, a subsidiary of Caterpillar Tractor 
Co., Peoria, Ill. Thannert was previously 
general planning superintendent for 
Caterpillar, where he has worked since 
1936. Caterpillar’s assistant director of 
sales, J. W. Mohler, will become deputy 
director of the Construction Machinery 
Div. of NPA for the coming year. He 
was on similar leave from the company 
during the last war, serving on WPB 


Fred P. Biggs has been elected as vice- 


F. P. Biggs 


president of American Brake Shoe Co., 
New York. He is also president of the 
company’s Brake Shoe & Castings Div. 
Mr. Biggs has served in several sales 
positions since he joined the company in 
1916. He was designated vice-president 
in charge of sales for both Brake Shoe 
& Castings and Southern Wheel Div. in 
1944, becoming president of the former 
division in 1950 


Arthur V. Davis, Aluminum Co. of Amer- 
ica, New York, was re-elected chairman 
of the board. Vice-presidents re-elected 
were 1. T¥. Bennett, Revere Copper & 
Brass, Inc., Baltimore, Md.; t. M. Brile, 
Fairmont Aluminum Co., Fairmont, W 
Va.; and €. G. Fahiman, Permold Co., 
Medina, Ohio. Directors elected for 


tn the ne«ns 


three-year terms were Frank 8. Cuff, 
Aluminum Co. of America; R. G. Farrell, 
Fairmont Aluminum Co.; and W. A. 
Singer, Apex Smelting Co., Chicago. tL. 
E. DeGroat, Permold Co., was named to 
head the Foundry Division in 1952, while 
Harry J. Hater, Aluminum Industries, 
Inc., Cincinnati, will represent the divi- 
sion on the board of directors 


Robert F. Grover assumed the presidency 
of Love Brothers, Inc., Aurora, IIL, on 
January 1, 1952. Other officers appointed 
at that time include Benjamin G. Gris- 
wold, vice-president in charge of ma- 
chine shop; Robert $. Hendry, vice-presi- 
dent in charge of foundry; and Bernice 
Nashold, secretary and assistant treas- 
urer of the firm 


Ray Ortgies has been appointed foundry 
supervising engineer for the Dust Con- 
trol Div., American Air Filter Co., Inc., 
Louisville, Ky. Previous affiliations in- 
clude manager of the Air Cleaning Div 


Ray Origies 


Whiting Corp., Harvey, Ill. Mr. Ortgies 
is an ME major from the University of 
Illinois. He is a member of A.FS. and 
has served on various committees on 
air pollution. 


Charles S$. Craigmile, president and di- 
rector of Belden Mfg. Co., was elected 
president of the National Metal Trades 
Association at its 52nd annual conven- 
tion on Nov. 15. Others elected to office 
were Earle $. Day, vice-president and 
general manager of Collyer Insulated 
Wire Co., Pawtucket, R. L, who was 
elected first vice-president of the asso- 
ciation; and Norman Lt. Rowe, vice- 
president of Ideal Roller and Manu- 
facturing Co., Chicago, who was elected 
second vice-president and treasurer of 
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the association. Joseph L. Kopf, president 
of Jabez Burns and Sons, New York, is 
the retiring president. 


Francisco Diaz Covarrubias, metallurgical 
engineer, La Consolidada SA, Mexico 
City, Mexico, is completing a 3-month 
study of steel foundry practice in this 
country. Following a stay of six weeks 
at Texas Electric Steel Castings Co., 
Houston, Texas, he visited shops in east- 
ern and midwestern foundry centers. He 
is secretary-treasurer of the A.FS. 
Mexico City Chapter. 


John J. Host and William A. McCarthy 
are now midwest district manager and 
field engineer, respectively, for Tracer- 
lab Inc., Boston, Mass. Chicago sales 
offices have been moved to 325 W. 
Huron Street. 


A. W. Winston, assistant manager, Mag- 
nesium Dept., Dow Chemical Co., Mid- 
land, Mich., was unanimously re-elected 
to a third term as president of the 
Magnesium Association at its 7th annual 
meeting. Otis Grant, Superior Bearing 
Bronze Co., Brooklyn, N. Y., was re- 
elected treasurer, and £. H. Perkins, 
Brooks & Perkins, Inc., Detroit, was 
elected vice-president. Martha |. Hansen 
of the association will continue as as- 
sistant secretary. 


A. B. Stevens 


Andrew B. Stevens has been promoted 
to the position of assistant factory man- 
ager by American Wheelabrator & 
Equipment Corp., Mishawaka, Ind. He 
formerly held the position of supervisor 
of production control and stores with 
the company. 


Drury |. Conner has been appointed 
Washington representative by Bohn 
Aluminum & Brass Corp., Detroit. He 
will handle government agency contact 
work for the corporation. 


Donald J. MacPherson and Harold D. 
Kesler, research metallurgists in the 
metals department of Armour Research 
Foundation of Illinois Institute of 
Technology, Chicago, have been pro- 
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moted to supervisor. MacPherson will 
head the physical metallurgy section, 
while Kessler will supervise the non- 
ferrous metallurgy section. 


William 8B. Sherman has been named sales 
manager for the Wahlstrom-Float Lock 
sales department, General Products Div., 
American Machine & Foundry Co., New 
York. Charles Wiedman wil! assist him. 


Henry N. Shoiket is the new head of 
mechanical engineering, Sam Tour & 
Co., Inc., New York. Mr. Shoiket is a 
CCNY graduate, cum laude, in mechani- 
cal engineering. 


George ©. Curme, Jr. has been elected 
a director of Union Carbide & Carbon 
Corp., New York. As vice-president, he 
is in charge of all research activities of 
the corporation. He succeeds the late 
James A. Rafferty, vice-president and 
director. 


Roy W. P. Johnson was recently ap- 
pointed to the sales engineering staff of 
Cooper-Bessemer Corp., Mt. Vernon, 
Ohio. He will be located in the com- 
pany’s New York offices under the di- 
rection of James W. Reed. 


John W. Janca has been named sales 
manager for Westlectric Castings, Inc., 


J. W. Janca 


Los Angeles. A graduate of Illinois Wes- 
leyan University, Mr. Janca joined 
Westlectric in 1942 as a member of the 
production control department. Since 
1948 he has been in sales. 


Robert J. Loskilli has been named man- 
ager of the sales training division of 
Caterpillar Tractor Co., Peoria, Ill. 
Thomas A. Glass succeeds him as assist- 
ant manager of the governmental divi- 
sion, a position which Loskill held for 
the past three years. 


George C. Floyd has been elected vice- 


president, Vanadium Corporation of 
America announced recently. Since 1947 
Mr. Floyd has been vice-president of 
Thomas Steel Co. He is a member of 
ACS, ASM, AISI, ES, and AIMME. 


L. F. Miller 


Leon F. Miller has been elected a director 
of Osborn Mfg. Co., Cleveland. He has 
been with the company for the past 23 
years, having joined them in 1929 as a 
draftsman after graduation from Case 
Institute of Technology. In 1935 he was 
promoted to sales engineer; in 1944 he 
was made sales manager; and in 195¢ 
he was elected vice-president. 


Donald H. Rishor has been appointed to 
the sales staff of Frederic B. Stevens, 
Inc., Detroit. He will operate from the 
Buffalo, N. Y., branch. A conultant be- 
fore joining Stevens, he is a member of 
the American Society of Metals, Amer- 
ican Ordnance Association, and A.F.S 


Donald T. Fowler and James M. Bugbee 
have been appointed to the advertising 
department of Baroid Sales Div., Na- 
tional Lead Co., Houston, Texas. Fowle: 
becomes advertising manager, while 
Bugbee assists. Both have engineering 
and advertising experience 


Walter Ll. Seelbach, president of Supe- 
rior Foundry, Inc., Cleveland and of 
A.F.S., on January 15 awarded certifi- 
cates of accomplishment and initialed 
belts to 19 company employees who 
completed a course in foundry tech- 
nology. This group was under the direc- 
tion of James Goldie, and included 
William Hampton, Paul Schweitzer, John 
Sibbison, Nick Strogonow, Joseph Pan- 
zuto, Arthur Sauline, Edward Petrick, 
Jerry Novotny, Albert Supik, George 
Montowski, Arthur Jaworski, William No- 
wak, Byron Kennel, Alfred Ward, How- 
ard Schaffer, John Balsay, Stanley Hemel, 
and Leonard Kasco. 


A. P. Cechran, Cochran Foil Co., Inc 
Louisville, Ky., was re-elected president 
of the Aluminum Association at its an- 
nual meeting last January in New York 


William M. Wallace has been appointed 
assistant to the vice-president of Allis- 
Chalmers Mfg. Co., General Machinery 
Div., Milwaukee. Elvin R. Danielson re- 
places Robert T. Ward as supervisor of 
priorities under Mr. Wallace. The latter 
continued on page 97 








New help for foundries...on shell molding 












Have you taken advantage, yet, of Monsanto’s recently- 
announced evaluation plan that helps you test Shell Molding 
with a minimum of time and expense? All that’s necessary 

is that you first write us for pattern requirements — then 

send us one of your patterns. We'll make several shell molds from 
your pattern, and return them to you so you can 

make experimental castings with your conventional 

casting equipment. 











The evaluation plan is one of two important parts of 
Monsanto's year-round research on foundry resins 
and Shell Molding. 







Now-another new development from the Monsanto laboratories 


Monsanto application-research has developed a new 
dust-suppressant —to give you better dust-control. A small 
percentage of the new suppressant added to the 
resin-sand mixture eliminates or greatly reduces dusting. 
This means improved working conditions . . . higher 

. . increased plant efficiency. 


















employee morale . 










Note less segregation of resin and 
sand when Monsanto’s dust-suppressant 
is used. Both sides of this shell were made in 
same investment box with the same 
Resinox resin, but resin in left half 

had dust-suppressant added. 










For full information on Monsanto’s new dust-suppressant .. . 
for pattern detail requirements to assist you in preparing 

a suitable pattern for mold testing ... and for data on 
research-built Resinox phenolic resins used in Shell Molding and 
core binding ... use the handy coupon today! ttesinox: tes. U.8. Pat. ort 













MONSANTO CHEMICAL COMPANY, Plastics Division, + 
Room 5608, Springfield 2, Mass. 
Please send me information on New dust-suppressant; Resinox resins ° 
I would like to investigate the Shell Molding Process. Please send 
ONSANTO pattern requirements bad 
. Name & Title ad 
CHEMICALS + PLASTics ° 
Company 
o 
Address 
o 
os 


SERVING INDUSTRY... WHICH SERVES MANKIND City, Zone, State 
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YOU'LL FIND THE TYPE LADLE YOU WANT AT 


Ladle Headquarters 


Industrial Equipment has all the ladles: teapot 
spout... covered... cylindrical ... reservoir... buggy 
... bottom discharge . . . and many others, standard and 
special. 

Each represents the last word in proven design and 
operating efficiency. All Industrial Crane Ladles are 
available with Industrial’s revolutionary new universal 
bail which completely eliminates binding from heat or 
misalignment. 


All geared ladles use Industrial’s new hi-safety, self- 


locking worm gearing which uses no gaskets and which 
can be easily adjusted by anyone. 


Write for Industrial's latest catalog. 
Illustrations, sizes, dimensions, technical 
features: all are included. 


Lidustual 


a mm « EQUIPMENT COMPANY 


SHANKS 115 NORTH OHIO ST., MINSTER, OHIO 
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1 THE FOUNDRY INDU 


2 FUNDAMENTAL 
castings. 





Case Gound 


$476 





AMERICAN FOUNDRYMEN’S SOCIETY 

616 South Michigan Avenue 

Chicago 5, Illinois 

Please send me promptly copies of "FOUNDRY WORK'"’ by 
Edwin W. Doe. 

| enclose $ Cash Money Order Check to cover 
Please send invoice 


Name 


Company 


Address 


City P.O. Zone State 
Postage paid by A.F.S. when remittance accompanies order 
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The people of the Carolinas 
were making fine textiles 
even before the Constitution 
was signed. The fame of Caro- 
lina Textiles has grown with 
the Country and so has Tennes- 
see’s part in this most impor- 
tant industry. Today, Tennes- 
see supplies Acetic Acid for 
bleaching and treating 
fabrics; Benzaldehyde for dye 
manufacture; Pig Iron and 
Ferro-alloys for machinery— 
not only to the Carolinas but 
to the other states producing 
textiles. And for cotton, the 
principal raw material, 
Tennessee supplies Sulphate 
of Ammonia for mixed fertiliz- 
ers and Benzene Hexachlo- 
ride for dust and spray formu- 
lations to protect the crops 
from the Boll Weevil. 

Key industries in every 
state depend upon Tennessee 
for elements essential to their 
production processes. That's 
why Tennessee is known from 
Coast to Coast as an industry 
serving all industry. 


TENNESSEE 


NASHVILLE, TENNESSEE 


Producers of: FUELS * METALLURGICAL 

PRODUCTS + TENSULATE BUILDING 

PRODUCTS + AROMATIC CHEMICALS 

WOOD CHEMICALS + AGRICULTURAL 
CHEMICALS 














Functional “‘new look"’... 


Dan E. Smith 


® This month there are many changes 
in the design of AMERICAN Founpry- 
MAN, intended to increase its reada- 
bility. They are the work of Dan E. 
Smith, director of design and typog- 
raphy for Poole Bros. Inc., Chicago, 
where he has been a crusader for 
clean-cut, readable, visual forms in 
all variations of the printed page. 


The cover is distinctively quiet, yet 
more dramatic in its picture story 
presentation. The contents page has 
been redesigned entirely, to allow 
glance-quick reference to specific 
types of editorial content. The three- 
column make-up is more flexible, 
more readable, and gives the illusion 
of a larger page. 


To increase readability further, the 
main text sections are set in big, 
easy-going type, with subheads flush 
left for visual comprehension. The 
new headings give sparkle and color 


“Every Foundry in '52”... 


® Early sell-out of exhibit floor space, 
heavy assignment of hotel rooms, 
and largest ladies registration indi- 
cate high interest and presage record 
attendance at the 1952 International 
Foundry Congress and 56th Annual 
A.F.S. Convention and Show, May 
1-7, Atlantic City, N. J. Numerous 
operating exhibits will be featured 
this year and one exhibitor using 
4000 sq ft of space (largest ever held 
by a single company) will display 34 
pieces of operating equipment. 


The 3000 hotel rooms already as- 
signed equals the maximum allot- 


interest to the pages, and aid in pro- 
ducing a faster reading flow of type 
material. Regimentation and align- 
ment of pictorial material makes fo 
orderly presentation and captioning 
and for rapid reading 


In redesigning AMERICAN FouNpRY- 
MAN, Smith says he “tried to avoid 
the type of false modernity, usually 
accomplished by graphic tricks.” The 
design is intended “to be functional 
rather than merely look functional.” 
Each division of material has its own 
form, but is visually related to othe: 
material throughout the publication 


Smith is a specialist in organization 
and engineering of printed matter of 
all types. Author and lecturer on 
graphic arts, he is a member of lead- 
ing graphic arts organizations. Since 
1943 his work has won 35 prizes at 
the rate of two to seven awards an- 
nually in national competition. He 
expects to retire some day and print 
fine books on a private press 


ment given by the hotels in other 
cities. But in Atlantic City, there is 
ample space with more than half of 
the 6300 rooms guaranteed for A.F.S 
use available despite early demand 


Ladies registration normally runs 
about 300 but already hotel rooms 
for over 700 have been requested 
This indicates attendance of well 
above 1000 at the Annual Banquet 
Replacing the traditional formal ad- 
dress at the Banquet this year is a 
program of entertainment—a new 
trend in A.F.S. Conventions 


The goal of representation from 
“Every Foundry in ’52” seems close 
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In the news & 
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Plans reach final stages for 1952 A.F.S. 


International Foundry Congress 





® As the world’s outstanding found- 
ry event of 1952 nears—the Inter- 
national Foundry Congress & Show, 
Atlantic City, N. J., May 1 throug’ 
7—foundrymen of six continents are 
expected to be on hand to take part 
in the “Greatest Foundry Show on 
Earth.” 

From the United States and Cana- 
da, “Every Foundry in ’52” is ex- 
pected to be represented, as are their 
brothers-in-craft from Mexico, the 
United Kingdom, Belgium, France, 
Switzerland, Ireland, Australia, 
South Africa, India, Sweden, Italy, 
Brazil, Norway, Sweden, Denmark, 
and the Netherlands. 


Technology + tools 


Running simultaneously through- 
out the entire week will be the two 
principal overall attractions, a tech- 
nical program featuring latest de- 
velopments in foundry technology 
related by the world’s outstanding 
foundrymen, and the Foundry Show, 
one of the greatest exhibits of new 
tools for the foundry industry of all 
time. Closely allied to the technical 
program and Show will be plant 
visitations to area foundries, ar- 
ranged by the A.F.S. Philadelphia 
Chapter, social and_ recreational 
events, and a week-long program of 
Ladies’ Entertainment. 


NAM president to speak 


Highlight events of the 1952 A.F.S 
Foundry Congress & Show include a 
colorful Opening Day Ceremony, the 
A.F.S. Chapter Officers and Direc- 
tors Dinner, Annual A.F.S Business 
Meeting, Charles Edgar Hoyt Annual 
Lecture, Annual Banquet, Canadian 
Dinner, International Reception and 
International Educational Dinner. 
This year, for the first time in A.F.S. 
history, the Alumni Dinner will be 


34 © American Foundryman 


FOUNDRY CONGRESS & SHOW 
ATLANTIC CITY 1952 


EVERY FOUNDRY MAN 
World Foundries 


Atlantic City, 


u MEMBER 
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open to all foundrymen. Speaker 
will be William J. Grede of Grede 
Foundries, Inc., Milwaukee, newly 
elected president of the National As- 
sociation of Manufacturers—the first 
foundryman to hold this office. An 
invitation is extended by the Alumni 
to all foundrymen to attend. 
Another innovation will be the 
featuring of top professional enter- 
tainment at the Annual Banquet in- 
stead of the traditional speaker. 
Annual Business Meeting of the 
Society will feature the President's 
Annual “State of the Society” ad- 
dress, election of A.F.S. officers and 
directors, and presentation of first 
prizes to winners of the 1952 A.F.S 
Apprentice Contest. Immediately 
following the Annual Business Meet- 
ing will be the year’s top foundry 
technical address, the Charles Edgar 
Hoyt Annual Lecture, to be given 
by John S. Bugas, vice-president In- 


N.J. 


Your admission ticket . . . 


dustrial Relations, Ford Motor Co 
He will discuss “Frontiers in Indus- 
trial Relations.” 

Two luncheon meetings which 
proved extremely popular last year, 
the Defense Production Luncheon 
and the Equipment and Supplie; 
Luncheon, will again be held 
The Defense Production Luncheon 
which affords foundrymen an oppor- 
tunity to discuss their problems with 
top National Production Authority 
officials, will be divided into two 
luncheons, one for non-ferrous 
foundrymen on May 1, and one for 
ferrous foundrymen on May 5. 


100 papers scheduled 


Technical program for the ’52 In- 
ternational will include sessions, 
Round Table Luncheons, Shop 
Courses and symposia covering vir- 
tually every phase of metal casting 





More than 100 major technical pa- 
pers are scheduled for presentation 
by internationally known 
ties in all casting fields 
Preprints of Congress technical 
papers will be mailed March 14 to 
who have 
Purpose of preprinting these 


authori- 


all members requested 
them 
papers is to provoke written discus- 
sion which will become an important 
supplement to the paper when it is 
published in A.F.S 
Transactions. Discusser is requested 
to submit his written discussion to 
A.F.S. Headquarters in duplicate and 
to bring a third copy with him to 
the Congress for presentation im- 
mediately following that of the paper 


subsequently 


In addition, the Pittsburgh Found- 
rymen’s Association at Pittsburgh, 
Pa. is also cooperating in that city 

Present indications are that from 
175 to 200 overseas foundrymen will 
participate in these important Study 
Tours, developed in the 
of increased foundry productivity 
abroad. Word comes from MSA 
European Headquarters in Paris, 
France, that the MSA party will sail 
on the “S. S. Queen Mary” to arrive 
in New York City April 14. A series 
of orientation will follow 
on arrival in this country, including 
an all-day industry briefing on April 
16 by foundry officials and operators 
This briefing will emphasize the 


interest 


sessions 


... to the “Greatest Foundry Show on Earth,"’ Atlantic City, May 1-7. 


Since this year for the first time 
no stenotype record will be made of 
technical important 
that all discussions be written 


Sessions, it is 


International study tour 


An extensive list of modern found- 
ry operations has been developed by 
A.F.S. Chapter Committees in those 
cities to be visited by the two In- 
ternational Study Tours planned for 
the convenience and benefit of over- 
seas visitors to the International 
Foundry Congress. The tour itiner- 
aries, briefed in the February issue 
of AMERICAN FouUNDRYMAN, will in- 
clude New York, Buffalo, Cleveland, 
Detroit, Chicago and Cincinnati and 
the Chapters at each point have set 
up Plant Visitations Committees to 
cooperate with MSA and Thos. Cook 
& Son in arranging local plant inspec- 
tion trips for the overseas visitors 


principle back of America’s high 
productivity 

While each Study Tour will cover 
a definite itinerary, both will 
verge on Atlantic City the morning 
of May 1 for the entire week's pro- 
gram. During Congress week all 
foundrymen present will be able to 
visit nearby plants through arrange- 
ments made by the Philadelphia 
Chapter. The Society is arranging 
special charter bus tours on Friday, 
May 2 and Tuesday, May 6 for all- 
day visits to certain selected opera- 
tions in the Philadelphia area 


con- 


MSA to cooperate 


At least two regular MSA Produc- 
tivity Tours will be involved in the 
International Study Tours, and great 
interest is evident on the part of 
foundrymen from many countries 
To date, specific interest has been 


shown in the tours by foundrymen 
in France, United Kingdom, Ireland, 
Switzerland, Norway, Sweden, Ger- 
many, Italy, India, Belgium and Hol- 
land. No previous meeting of A.F.S 
has attracted such a world-wide in- 
terest as the 1952 AF.S 
tional Foundry Congress Show 


Interna- 


Overseas foundrymen planning to 
attend the 1952 International 
urged to contact thei 
member associations on the Interna- 
tional Committee of Foundry Tech- 
nical Associations; OSR missions or 
American embassies in their respec- 
tive countries, local offices of Thos 
Cook & Son, or Tom Makemson, 
Secretary, Institute of British Found- 


are 


respective 


rymen, immediately for tour infor 
mation and reservations 

Prospective tour members are re- 
quested to furnish information as to 
the type of operations they desire to 
see primarily, ie., gray iron, steel, 
malleable, brass and bronze, alumi 
num and patternmak 
ing, etc 

The gigantic Foundry Show, 
scheduled to run throughout the en- 
tire week of May 1 through 7, is al- 
ready 98 per cent sold out. More 
than 250 of the world’s foremost 
manufacturers of foundry 
ment, supplies and services will ex- 
hibit their wares on a single floor: 
of the Atlantic City Convention 
Hall, largest auditorium in the 
world. For a list of the firms and 
organizations exhibiting at the 1952 
A.F.S. International Foundry Con- 
gress & Show, see the Partial list of 
Exhibitors on following pages 


magnesium 


equip- 
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te Partial list of exhibitors 


1952 A.F.S. International Foundry 


Chicago. 

Dubuque, Lowa 

.. Detroit. 

. Cleveland. 

..New York 

Trenton, N. J 
Trenton, N. J. 
Westfield, N. J 
Milwaukee. 

Ann Arbor, Mich. 
.New York 
Louisville. 

liffin, Ohio. 

‘ Chicago. 
..Canfield, Ohio, 
New York. 

. Chattanooga. 

..New York. 

. North Haven, Conn. 
.. Ottawa, Il. 
.Galion, Ohio. 
Mishawaka, Ind. 

+ Meiabaaoae Chicago 
..Cleveland, Ohio. 
-Asbury, N. J 

.. Butler, Wis 

. . Zanesville, Ohio. 


Accurate Match Plate Co., Inc 

Adams Co...... 

Advance Glove Mfg. Co 

Aerodyne Development Corp 

Air Reduction Sales Co... 

Ajax Electrothermic Corp.. 

Ajax Engineering Corp.. 

Ajax Flexible Coupling Co., Inc 
Allis-Chalmers Mfg. Co 

Alloy Metal Abrasive Co... . 

Alpha-Lux Co., Inc 

American Air Filter Co., Inc 

American Clay Forming Co 

American Colloid Co. - ish 
American Fire Clay & Products Co : 
American Gas Association 

American Lava Corp..... 

American Metal Market 

American Refractories & Crucible Corp.. 
American Silica Sand Co..... - 
American Steel Abrasive Co 

American Wheelabrator & Equipment C lOrp.. 
Apex Smelting Co ; cae 
Archer-Daniels-Midland Co 

Asbury Graphite Mills, Inc. 

Aulas Plastic & Aluminum Plate Co. 

Ayers Mineral Co. 


-New York. 
. Chicago 
. Cleveland. 


Bakelies COs... 0 cicceevesss 
ey Sales Div., National Lead Co. 
. O. Bartlett & Snow Co hee 
te State Abrasive Products Co........ Westboro, Mass. 
Beardsley & Piper Div., Pettibone Mulliken Corp. . . Chicago. 
Black Sivalls & Bryson, Inc.. Kansas City, Mo. 
Blaw-Knox Div. of Blaw Knox Co.. . Pittsburgh. 
Bloomsbury Graphite Co..., - Bloomsbury, N. J 
Borden Co.—Chemical Div... New York 
Buckeye Tools Corp Dayton, Ohio. 


Harrison, Ohio 
..Canton, Ohio. 
Niagara Falls, N. Y. 
Milwaukee. 

New York 
Clearfield, Pa. 
Houston, Tex 
Cleveland 
Cleveland. 
..Cleveland. 

New York. 

, Chicago 

. Columbia, Pa. 


Campbell-Hausfeld Co 
Canton Chaplet & Mfg. Co 
Carborundum Co 

Chain Belt Co. 

Chicago Pneumatic Tool Co 
Clearfield Machine Co 
Cleco Div., Reed Roller 
Cleveland Flux Co 
Cleveland Metal Abrasive Co 
Cleveland Vibrator Co 

Climax Molybdenum Co.. 

L. A. Cohn & Bro., Inc. 

Colonial Smelting & Refining re 0., Inc 
Combined Supply & Equipment Co 
Connecticut Coke Co... . 

Corn Products Sales Co.. 

G. & W. H. Corson, Inc. 

Crane Co 


Bit Co. 


.. New Haven, Conn. 
.Columbia, Pa. 
Plymouth Meeting, Pa. 
stu sean Chicago, 


.Davenport, Iowa. 


Davenport Machine & Foundry Co 
se .. Dayton, Ohio. 


Pe re Tet Tere 

Debevoise-Anderson Co., Inc 

Delaware Tool Steel Corp.... 

Delta Oil Products Co... 

Wm. Demmler & Bros... 

Despatch Oven Co..... 

Detroit Electric Furnace Div., Kuhiman Electric Co 
..Bay City, 


.. Wilmington, Del. 
Milwaukee. 
Kewanee, III. 

. Minneapolis 


Mich. 
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Congress 


Detroit 
Lancaster, Pa 
Detroit 
Milwaukee 
Jersey City, N. J 
Des Plaines, Ill 
Cleveland 
Tonawanda, N.Y 


Detroit Sheet Metal Works 
DeWalt, Inc. 

Harry W. Dietert Co 

Dings Magnetic Separator Co 
Joseph Dixon Crucible Co 
DoALL Co : 
Dougherty Lumber Co 


Durez Plastics & Chemicals, Inc North 


Eastern Clay Products, Inc Jackson, Ohio 
Fastern Gas & Fuel Associates Boston 
Eastman Kodak Co Rochester, N.Y 
Electro Metallurgical Co., A Division of Union Carbide & Carbon 

Corp... -New York 
Electro Refractories ‘& Abrasives Corp Buffalo 
Exomet, Inc Conneaut, Ohio. 
Exothermic Alloys & Service, Inc Chicago 


Fabreeka Products Co Boston 
Fanner Mfg. Co Cleveland 
Federal Foundry Supply Co Cleveland 
Federated Metals Div., American Smelting & Refining Co 
New York 
Cleveland 
Cleveland 
Cleveland 
.Cleveland 
Pittsburgh 
Pittsburgh 
Foxboro, Mass 
Toledo, Ohio 
Fremont, Ohio 


rhe Foundry, Penton Publishing Co 
Foundry Educational Foundation 
Foundry Equipment Co 
Foundry Equipment Mfrs. 
Foundry Facings Manufacturers 
Fox Grinders, Inc 

Foxboro Co. 

Freeman Supply Co 

Fremont Flask Co 


Association, Inc 
Assn 


Pittsfield, Mass 
Milwaukee. 
Philadelphia 
Philadelphia 
Louisville 
Mansfield, Ohio 
Cleveland 

Louis 
Detrou 
Buffalo 
Markham, I 


General Electric Co., Chemical Div 
General Electric Co., X-Ray Dept 
General Grinding Wheel Corp 
General Refractories Co 

Girdler Corp., Thermex Div 
Globe Steel Abrasive Co 

Gray lron Founders’ Society 

Great Lakes Carbon Corp. St 
Great Lakes Foundry Sand Co 
Samuel Greenfield Co 
Grindle Corp 


Pittsburgh 
Milwaukee 

Chicago Heights, Ill 
Metals Disintegrating Co., Inc : 
Manchester, N.H 
Wesleyville, Erie, Pa 
Wilmington, Del 
Pittsburgh 

New York 
Philadelphia 
Cincinnati 

. Cleveland 
Libertyville, Il 
Philadelphia 

Chicago 

Chicago 


Harbison-Walker Refractories Co 
Harnischfeger Corp 
Benj. Harris & Co 
Harrison Abrasive Div., 


Harrison Machine Co 
Hercules Powder Co. 
Herman Pneumatic Machine Co 
Hewitt-Robins, Inc... . 
Hickman, Williams & Co 
Hill & Griffith Co 
Hines Flask Co... 

Frank G. Hough Co 

E. F. Houghton & Co 
Howard Foundry Co 
Hydro-Blast Qorp... 


Tool Co Aurora, Ill 
Brooklyn, N. Y. 
..Eaton Rapids, Mich. 


Lancaster, Ohio 


Independent Pneumatic 
Induction Heating Corp 
Industrial Fabricating, Inc 
Industrial Minerals Co 





Ingersoll-Rand Co New York 
International Graphite & Electrode Corp St. Marys, Pa 
International Molding Machine Co LaGrange Park, Ill 
International Nickel Co., Inc. .New York 
Iron Age New York. 


Iron Lung Ventilator Co Cleveland 


Boston, Mass 
Columbus, Ohio 
Aurora, Ill 
Philadelphia 
Pittsburgh 


Jarrel-Ash Co 

Jeffrey Manufacturing Co 
William F. Jobbins, Inc 
Johnson-March Corp 
Joy Manufacturing Co 


Kelly-Koett Mfg. Co Covington, Ky 
Kindt-Collins Co Cleveland 
Andrew King.. Narberth, Pa 
Lester B. Knight & Associates, Inc Chicago 
H. Kramer & Co Chicago 
Chas. A. Krause Milling Co Milwaukee 
Kwik-Mix Co Milwaukee 


Pittsburgh 
Chicago 
Detroit. 
Chicago. 
New York. 
Chicago. 


Lava Crucible Co. of Pittsburgh 

R. Lavin & Sons., Inc 

Leeco Products . 
Lindberg Engineering Co., Fisher Furnace Div 
Linde Air Products Co 

Link-Belt Co 


Jackson, Mich. 
Cincinnati 
Chicago. 

Rockton, Ill 
Kewanee, Ill 
Cleveland 

Elwood City, Pa 

. Detroit 
Aluminum & Brass 
Detroit 

Lockport, N. Y 
Pittsburgh 

Port Washington, Wis 


Macklin Co 

Macleod Co 

Magie Brothers 

Manley Sand Co 

Martin Engineering Co... 

Master Pneumatic Tool Co., Inc 

Mathews Conveyer Co 

Mechanical Handling Systems, Inc 

Michigan Smelting & Refining Div 
Corp 

Millward Alloys, Inc 

Mine Safety Appliances Co 

Modern Equipment Co 

Monk Tool Co.. .. Geneva, lll 

Monsanto Chemical Co St. Louis 

The Moulders’ Friend Dallas City, Il 

Mullite Refractories Co Shelton, Conn 

Mystic Iron Works Boston 


of Bohn 


Nassau Smelting & Refining Co., Inc Staten Island, N. Y 
National Carbon Co., A Division of 
Union Carbide & Carbon Corp. 

National Crucible Co. 
National Engineering Co 
National Foundry Association 
National Pigment Co. 
National Pulverizing Co 
Newaygo Engineering Co 
New England Coke Co Boston 
New Jersey Silica Sand Co Millville, N. J 
Niagara Falls Smelting & Refining Div., Continental 
Copper & Steel Industries. . 
Wm. H. Nicholls Co., Inc 
Nichols Engineering & Research Corp. 
Non-Ferrous Founders’ Society 
North American Smelting Co 
Norton Co. 


New York. 
Philadelphia. 
Chicago 
Chicago 
Philadelphia 
Millville, N. J 
Newaygo, Mich 


Buffalo. 

Richmond Hill, N. J 
-New York. 

Chicago 
Wilmington, Del 
Worcester, Mass 


Chicago 

Cleveland 

Canton, Ohio 
Grand Rapids, Mich. 
Cleveland 


S. Obermayer Co. 

Ohio Crankshaft Co. 
Ohio Ferro-Alloys Corp 
Oliver Machinery Co. 
Osborn Manufacturing Co 


Hagerstown, Md. 
Chicago 

. Detroit. 
Philadelphia 

. Pittsburgh. 


Pangborn Corp. ..... 

Pekay Machine & Engineering Co 
Peninsular Grinding Wheel Co. 
Pennsylvania Foundry Supply & Sand Co 
Pennsylvania Glass Sand Corp 


Pittsburgh 
Detroit 
Philadelphia 
Philadelphia 
Pittsburgh 
Pittsburgh 
Philadelphia 
Philadelphia 
Bergenfield, N. ] 
Oak Hill, Ohio 


Pennsylvania Pulverizing Co 

Penola Oil Co 

George F. Pettinos, Inc 

Philadelphia Coke Co 

Pittsburgh Crushed Steel Co. & Subsidiaries 
Pittsburgh Lectromelt Furnace Corp 
Precision Grinding Wheel Co., Inc 

Pressure Match Plate Co., Inc 

Pyrometer Instrument Co., Inc 

Pyro Refractories Co 


Detroit 
Bartlesville, Okla 
Detroit 

Newark, N. J 
Chicago 
Pittsburgh 
Akron, Ohio 
Philadelphia 
Kingston, Pa 


Ready-Power Co 

Reda Pump Co 

Redford Iron & Equipment Co 
W. G. Reichert Engineering Co 
Republic Coal & Coke Co 

H. H. Robertson Co 

Robinson Clay Products Co 
Ross-Tacony Crucible Co 

Royer Foundry & Machine Co 


Cleveland 
Holliston, Mass 
Philadelphia 
Detroit 

Brooklyn, N. Y 
West Chester, Pa 
Cleveland 

New York. 
Saginaw, Mich 
Philadelphia 
Durand, Mich 
Geneva, Il 
Rockford, Ill 
New York 
Chicago 
Hartford, Conn 
Cleveland 
Harrison, N. ] 
Stamford, Conn 
Paul, Minn 
Cincianat 
New Brighton, Pa 
Ft, Wayne, Ind 
Boston 

Butler, Pa 
Milwaukee 
Detroit 

Chicago 
Dearborn, Mich 
New York 


Safety Clothing & Equipment Co 

Safety First Shoe Co 

George Sall Metals Co 

Claude B. Schneible Co 

A. Schrader’s Son, Division of Scovill Mig. Co 
Schramm, Inc 

Scientific Cast Products Corp 

Semet-Solvay Div., Allied Chemical & Dye Corp 
Severance Tool Industries, Inc 

Simonds Abrasive Co 

Simplicity Engineering Co 

Smith & Richardson Mfg. Co 

Smith Oil & Refining Co 

Solvay Sales Div., Allied Chemical & Dye Corp 
Specialloy, Inc 

Spencer Turbine Co 

Spo, Inc 

Springfield Facing Co 

Stamford Engineering Works 

Standard Conveyor Co N. St 
Standard Electrical 
Standard Horse Nail Corp 
States Engineering Corp 
Steel Shot & Grit Co., Inc 
Steel Shot Producers, Inc 
Sterling Wheelbarrow Co 
Frederic B. Stevens, Inc 
Stewart-Warner Corp., 
Sutter Products Co 
Swan-Finch Oil Corp 


Tool Co 


Alemite Div 


Philadelphia 
Hammonton, N. J 
Minneapolis 

Milwaukee 
Sycamore, I 
New York 
Toledo, Ohio 


Tabor Manufacturing Co 
Taggart Brimfield Co 

G. H. Tennant Co 

Thiem Products, Inc 
Fincher Products Co 
Titanium Alloy Mfg. Div., 
Toledo Scale Co 


National Lead Co 


Erie, Pa 

East Chicago, Ind 

Mechanical Goods Div New York 
Saginaw, Mich 
Chicago 


United Oil Mfg. Co 

U.S. Reduction Co 

United States Rubber Co 
United States Graphite Co 


United States Gypsum Co., Industrial Div 


New York 
Pittsburgh 
Indianapolis 


Vanadium Corp. of America 
Vesuvius Crucible Co 
Vonnegut Moulder Corp 


Westover Engineers—~Nomad Foundry 
Equipment Div. 

Whitehead Brothers Co 

White Pine Lumber Co 

Whiting Corp 


Milwaukee 
New York 
Chicago 
Harvey, Il 


Zanesville Sand Co Zanesville, Ohio 
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Technology 7 


Bonding material for small castings 


Surface tension bonds for sand 


Limited experiments have shown that 
it is possible to produce molding sand 
mixtures with suitabl binati of 
strength, permeability, and deforma- 
tion for light molding, using only the 
surface tension of a fluid as a binder. 
The experiments outlined below show 
promise of leading to valuable basic 
facts on such surface tension bonds. 





® Molding sand bonds need not act 
over a great temperature range. If 
a bond useful through certain tem- 
peratures is destroyed at an elevated 
temperature, an overlapping bond 
could be introduced to take hold be- 
fore the first is destroyed, thus ex- 
tending the working range of the 
sand. Such procedure would involve 
the use of fluids, organic materials, 
and fusible bonds, singly or in com- 
bination. 

As the starting point for an in- 
vestigation into such bonds, the 
condition where green strength only 
is important was isolated. This con- 
dition exists where the casting is 
very small or has a thin section. 
With proper gating and pouring of 
such a casting, a solid skin of metal 
may form around the casting while 
the sand is still green. If this state 
exists, permeability can be very low, 
and the dry and high-temperature 
strengths of the sand can approach 
zero. 

The surface tension of a fluid 
might be considered a nearly ideal 
bond for the stated conditions. Sur- 
face tension provides very little 
strength to coarse, uniform sand. 
However, as the grain size is de- 
creased and the number of points of 
contact are increased, the strength 
resulting from the surface tension 
should increase. 

To investigate the possible appli- 
cations of surface tension bonds, 
several sand mixtures were prepared 
using fluids and semi-fluids as bond- 
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ing agents. Crushed olivine was used 
as the aggregate in all tests. Table 1 
shows the grain size of the two 
aggregates used in this series of 
experiments, Table 2 lists the mix- 
tures prepared and gives properties 
of the mixtures. 

Mixtures were prepared in a lab- 
oratory muller using a two-minute 
cycle; after the physical properties 
were determined, molds were pro- 
duced and test castings poured. All 
castings had a 24%-in. pouring head. 
A. M. Nelson, research fellow, pre- 
pared surface roughness graphs from 
identical areas of each casting. The 
vertical scale of these graphs is 
1 mm = 0.0001 in., and the horizon- 
tal scale is 1 mm 0.0015 in. The 
equipment designed by Mr. Nelson 
for these tests utilized a head con- 
taining a thin beam with electrical 
resistance strain gages mounted on 
either side. As the head was moved 
over the specimen, the beam was de- 





TABLE 1 


Aggregate 
B,% 


Aggregate 
Screen A. % 


12 0 0 


0 0 





resistance of the 
strain gage circuit was altered. A 
given deflection of the beam is 
represented by a given point on the 
chart. The graphs shown represent 
actual enlargements of the surface 
condition and not simply a measure 
of its roughness. A general slope of 
the plotted line was obtained when 
it was not possible to level the sam- 
ple under the test head 

The test pattern which 
signed for this work is shown in 
Fig. 1. It has a diameter of 3 in. and 
a thickness of ' in. The grooves on 
the face make it difficult to draw this 
pattern from a high green strength 
sand and, in addition, were intended 
to increase the possibility of sand 
wash. 

Mixture 1 was prepared from 10 
lb of aggregate A and 200 ml of 
600 W oil, an extremely viscous 
worm gear lubricant; it featured a 
very low green strength and a high 


flected and the 


was de- 





deformation. It worked easily, and 
patterns could be drawn without 
rapping, giving very accurate repro- 
duction. The sand displayed some 
stickiness and sand grains did ad- 
here to the pattern; they were so 
small, however, that the resulting 
casting surface was excellent never- 
theless. Figure 2 shows an aluminum 
alloy casting produced in this sand 
The gate was slicked and may be 
assumed to represent the best sur- 
face that the aggregate is capable 
of forming. 

There was a slight sand disturb- 
ance directly under the sprue, but 
it was no more pronounced than 
those normally obtained from con- 


From the results of these and other 
mixtures it was decided that an 
A.F.S. permeability number of 10 
would give satisfactory results. Ag- 
gregate B, considerably finer than 
aggregate A, was prepared for fur- 
ther experiments. 

Water was used as the bonding 
agent for mixtures 10 through 14. 
The moisture content was varied 
from 3.2 to 6.2 per cent. Permeability 
was not affected by the moisture 
content within the range tested. 
Green compression strength and de- 
formation increased with increasing 
moisture content. 

Sands in this group all displayed 
excellent working properties; how- 





TABLE 2 


Mixture Aggregate Weight, Oil, Water, Grease, Permeability, Green Comp., Deformation, 


Number Type Pounds ce ce ce 
1 A 10 200 
Six lb Mix | plus two Ib air-floated talc 
B 


A.F.S, units pst in. /in 


19 1.8 


5.0 





ventional sands. Figure 3 shows an 
iron casting produced in this same 
molding material. The sand wash 
indicates that this molding mate- 
rial is not suitable for an iron cast- 
ing of this size. 

Mixture 2 was prepared by adding 
two lb of air-floated tale to 6 lb of 
mixture 1. As shown in Table 2, 
the permeability and deformation 
were greatly reduced and the green 
strength increased. This sand had 
no tendency to stick to the pattern; 
however, test castings were rougher 
because the permeability was too 
low to allow the metal to lie against 
the sand. Figure 4 shows an alu- 
minum alloy casting produced with 
this sand. Very smooth castings 
could probably be produced by this 
sand if a greater pouring head were 
used 

The effect of grain size on prop- 
erties of liquid-bonded sands _ is 
clearly shown by mixtures 1 and 2 


ever, mixture 11 was selected as the 
most desirable. All of these mixtures 
displayed some stickiness when 
rammed against the metal pattern, 
but none stuck to wood patterns. 
Mixture 14 was similar to mixture 
11, with the mulling time increased 
to five minutes. The sharp increase 
in strength indicates that the two- 
minute mulling time used for other 
mixtures was not the optimum time 
when water was used as a bond 
The other bonds tested did not show 
appreciable increases in strength 
with increased mulling time 
Figure 5 shows aluminum alloy 
castings produced in molds made 
from mixture 10, containing 3.2 per 
cent moisture. Figure 6 shows simi- 
lar castings from molds made with 
mixture 13, containing 6.2 per cent 
moisture. The surfaces of the collar 
castings produced from a wood pat- 
tern appear to be equally good; how- 
ever, the mixture with the lowe: 
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moisture produced a better surface 
on the test plate. 

Figures 7 and 8 show iron and 
brass castings poured in molds made 
from mixture 14. The surfaces are 
good but, as the graphs indicate, are 
not the equivalent of the aluminum 
alloy castings. It is interesting to 
note that brass and iron could be 
poured in these sands without cut- 
ting or washing. The high latent heat 
of vaporization of water is probably 
instrumental in making this possible. 

Cup grease was used as a bonding 
material in mixtures 15 through 17. 
This is not a surface tension bond. 
It is similar to the other bonds used 
in that it provides no dry strength. 
The grease forms a gelatinous coat- 
ing around each sand grain and is 
not drawn into a fillet by surface 
tension between contacting grains, 
as is the case with liquid bonds. 
The distribution of this semi-fluid 
in the rammed sand may partly ex- 
plain the lowered permeability of 
the sands bonded with this material. 

The grease-bonded sands had 
lower permeability, lower green 
compression strengt’, and higher 
deformation than sands bonded with 
equivalent volumes of water. 
Strength and deformation increased 
with increasing bond. Mixture 17 
shows that the addition of water 
will sharply increase the compres- 
sion strength without materially af- 
fecting the deformation or perme- 
ability. 

An aluminum alloy casting poured 
in a mold of mixture 16 is shown 
in Fig. 9. The test plate casting, 
although marred near the gate by 
a few sand grains that washed from 
the pouring basin, had the finest 
surface of any of the castings pro- 
duced in this series of experiments. 
This casting showed a very fine 
appearance to visual inspection; but, 
more important, the roughness graph 
showed the surface to be an excel- 
lent reproduction of the pattern sur- 
face. The surface of this casting may 
be attributed to the fact that the 
sand displayed no tendency to stick 
to the pattern. 

Mixture 17 did stick slightly, and 
roughness graphs of castings made 
in this sand showed sharp deflec- 
tions due to dislodged sand grains as 
well as excessive back pressure. 
Judged by normal criteria, however, 
the surfaces were good. 

The final bond tested with aggre- 
gate B was 600 W oil. Mixtures 18 
through 21 contained this material. 
This liquid has a higher viscosity 
than water but a lower surface ten- 
sion. Comparing the properties of 
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mixture 14 with those of mixture 
20, it would appear that the surface 
tension of the fluid has a greater 
effect on the strength than does the 
viscosity. The properties of these 
mixtures followed the same general 
pattern as those of water-bonded 
sands with strength, deformation, 
and stickiness increasing with in- 
creasing bond. Examination of the 


Fig. 5 . . . Aluminum alloy casting 
produced in sand mixture 10. 


Fig. 6 . . . Aluminum alloy casting 
produced in sand mixture 13. 


properties of mixture 21 shows that 
the addition of water to an oil- 
bonded sand will sharply increase 
the strength without materially af- 
fecting the deformation. The best 
cast surface was obtained with mix- 
ture 20, containing 200 ml of oil, 
the volumetric equivalent of 4.22 
per cent water. This material: pro- 
duced an excellent surface but, as 
in the case of many mixtures, min- 
ute grains of sand adhered to the 
pattern. A surface roughness graph 
of a casting produced in this mate- 
rial is shown in Fig. 10. 

These experiments show that it 
is possible to produce green mold- 
ing materials with suitable combina- 
tions of strength, permeability, and 
deformation for light molding, using 
only the surface tension of a fluid 


as a binder. The process of increas- 
ing the green strength of a fluid- 
bonded mixture by decreasing the 
grain size has, of course, been used 
for many years in preparing oil- 
bonded core sands. The extent to 
which this control can be exerted, 
however, is emphasized by compar- 
ing the properties of mixtures 1 and 
2. The addition of fines in this case 


Fig. 7 . . . Gray iron casting produced 
in water-bonded sand molds. 


Fig. 8 . . . Brass castings produced in 
water-bonded sand molds. 


raised the compression strength 
from 1.8 to 5.0 psi. This addition also 
reduced the deformation to a value 
that is generally considered satis- 
factory. 

Without changing the grain size of 
the aggregate, both strength and de- 
formation are increased as the vol- 
ume of liquid bond is increased. It 
appears, however, that adding two 
immiscible fluids with different sur- 
face tensions increases the strength 
without necessarily increasing the 
deformation. 

It is interesting to note that of 
all the bonds added to aggregate B, 
the best castings were obtained when 
the volume of bond was 200 ml to 
10 lb of dry aggregate. All mixtures 
rammed to a smooth surface with 
very little effort; ramming consisted 








mainly of pushing the sand into 
place. The grease-bonded sands, al- 
though the weakest, required the 
most careful ramming, since this 
bond has a tendency to form soft 
conglomerate masses. The conven- 
tional flowability test was of no 
value in comparing these sands since 
they all rammed to a dense surface 
with only a fraction of the energy 


Fig. 9 . . . Aluminum alloy casting 
produced in grease-bonded sand mold. 
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Fig. 10 . . . Roughness graph of alu- 
minum alloy from oil-bonded sand mold. 


supplied by one drop of the A.F.S 
standard rammer. 

Many natural, fine-grained sands 
form hard conglomerates or clay 
balls unless they are carefully han- 
dled. Once formed, these conglom- 
erates are difficult to break down 
and sometimes must be riddled out 
of the heap. When the sands de- 
scribed in this paper are employed, 
the formation of hard lumps of any 
type is impossible; therefore the 
reconditioning of such sands is a 
relatively simple task. 

When oil-bonded sand is em- 
ployed, the only reconditioning re- 
quired is riddling to remove the 
soft skin of sand formed around the 
casting. This skin will remix readily; 
but if this is done, the sand will 
eventually become too plastic and 


will require the addition of water 
to reduce the deformation. The tem- 
per of oil-bonded sands does not 
change in storage, and they may be 
mixed and set aside for several 
months without any measurable 
change in properties. It is assumed 
that grease-bonded sands will be- 
have in a similar manner when 
stored, although they were not tested 
in this way. The possibility of stor- 
ing tempered sand should appeal to 
pattern shops. Such properties would 
also simplify the design and opera- 
tion of an automatic molding and 
pouring machine. 

The ability of these sands to with- 
stand the forces set up by flowing 
metal without cutting or washing 
is rather intriguing. Using a water- 
bonded sand, aluminum alloy cast- 
ings weighing several pounds were 
poured through a single gate with- 
out any indication of sand washing 
either in the gate or in the casting 
It is probable that the reduced skin 
friction brought about by the smooth 
surface these sands offer to the metal 
is instrumental in preventing wash. 


Effects of gating 


The particular gating systems 
used had no effect on sand wash. 
When sand wash did occur, it could 
not be eliminated by changing the 
gating. The poor gating systems used 
in some cases caused oxide folds on 
some aluminum castings but did not 
cause washing. 

Cutting and washing will occur if 
the bond is dissociated or evaporated 
before pouring is complete. The time 
required to pour a casting and the 
amount of heat that the bond can 
absorb without being destroyed are 
important factors in preventing sand 
wash. When iron is poured in an oil- 
bonded sand, a flame appears at the 
sprue almost immediately, and ex- 
amination of the casting will show 
severe washing. Water-bonded 
sands, because of the high latent 
heat of vaporization of the bond, will 
successfully produce iron castings 

The use of olivine aggregate is 
considered to have been a contribut- 
ing factor to the success of these 
tests, first because of the fortunate 
shape of finely crushed olivine with 
an almost complete absence of plates 
and slivers, and second, because of 
the high density and specific heat of 
this material. Further, in the interest 
of health it appears wise to avoid the 
use of silica when these fine-grained 
aggregates are used. 

So far, experiments have been 
rather limited in scope; the results 


however, are more encouraging than 
was originally anticipated. Deter- 
mination of the effects of finer aggre- 
gates and other bonding fluids seems 
to provide a promising field for fur- 
ther research. All tests and related 
work described were performed in 
the foundry laboratories at the Uni- 
versity of Washington where, under 
the supervision of Prof. Gilbert S 
Schaller, olivine-based molding sand 
has been used exclusively for more 
than a year. 


> See record apprentice contest 


® One dozen A.F'S. chapter contests, 
largest number in A.F.S. history, 
have been held this year in prepara- 
tion for the National Judging of the 
1952 A.F.S. Apprentice Contest. 

Three A.F.S. chapters—Birming- 
ham District, Metropolitan and Can- 
ton District—are participating for 
the first time, while nine others have 
again submitted entries. They are: 
Southern California, St. Louis Dis- 
trict, Northern Illinois—Southern 
Wisconsin, Wisconsin, Detroit, North- 
eastern Ohio, Michiana and Eastern 
Canada with its two concurrent con- 
tests at Montreal and Three Rivers 

In addition to the record number 
of chapter contests, an unprecedent- 
edly large number of plants have 
conducted their own contests and 
will submit their top entries to the 
National Judging, to be held on or 
about April 1 at the University of 
Illinois’ Navy Pier Branch, Chicago 

Judges will be selected shortly by 
Roy W. Schroeder, University of Illi- 
nois, Navy Pier Branch, Chicago, 
chairman of the A.F.S. Apprentice 
Contest Committee 

The contest, which closed March 
15, comprises five divisions—Gray 
Iron Molding, Steel Molding, Non- 
Ferrous Molding, Wood Patternmak- 
ing, and Metal Patternmaking. 

Winning chapter and_ in-plant 
contest winning entries must be 
shipped immediately to Prof. Roy 
W. Schroeder, Department of Me- 
chanical Engineering, Room 72, Uni- 
versity of Illinois, Navy Pier Branch, 
Chicago, so as to arrive not late 
than midnight of March 28. 

First prize winners in each of the 
five Contest divisions will receive 
round trip rail and Pullman fare to 
and from the 1952 A.F.S. Interna- 
tional Foundry Congress & Show in 
Atlantic City, May 1 through 7. Dur- 
ing the Society’s Annual Business 
Meeting, the five top winners will 
each receive a cash prize and cer- 
tificate from A.F.S. National Presi- 
dent Walter L. Seelbach 
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In the news »¥& 


Small foundries lead way in supporting 


Long-range 8 & H & AP program 





® In a period of less than six weeks 
from the inception of fund solicita- 
tion for the A.F.S. Safety & Hygiene 
and Air Pollution Program, over 100 
companies pledged an amount ex- 
ceeding $30,000. Surprisingly, in 
view of the particular importance of 
the program to the larger foundry 
operators, a majority of the contri- 
butions to date have come from small 
and medium size plants. 

From every corner of the United 
States and Canada interest in the 
work is constantly increasing. With 
a goal of $35,000 for a minimum 10- 
year program, it is hoped that the 
entire essential sum may be con- 
tributed within the three-year pe- 
riod ending June 30, 1954. Thus the 
goal for June 30 of the current year 
is $120,000. 


Program under way 


The importance of the work has 
been emphasized at numerous Chap- 
ter meetings of foundry manage- 
ment and in consultations with indi- 
vidual plant operators. A conference 
on “Health Protection and Foundry 
Practice” has been developed with 
the University of Michigan, School 
of Public Health and will be held at 
Ann Arbor, Mich., on April 11-12. 
The Society's “codes” of recom- 
mended practice are being revised 
and brought up to date. 


NCC members assist 


Credit for the surprising number 
of contributions to date rightfully 
belongs to the trade associations of 
the foundry industry who are mem- 
bers of the National Castings Coun- 
cil. At the voluntary request of this 
group, the original solicitation was 
made by the following: Gray Iron 
Founders’ Society, Malleable Found- 
ers’ Society, National Foundry Asso- 
ciation, Non-Ferrous Founders So- 
ciety, Foundry Equipment Manu- 
facturers’ Association, Foundry Fac- 
ings Manufacturers’ Association and 
Steel Founders’ Society of America 
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S¢HeAP fund qoal 


Pledged Feb. 29, 1952——$29,000 


June 30, 1952 


| | 


v 
$40,000 $80,000 + 


$120,000 


$160,000 


This splendid cooperation indi- 
cates industry-wide interest in the 
purposes of the Safety & Hygiene 
and Air Pollution Program. The 
announced basis of contribution en- 
ables every foundry, no matter how 
small, to participate and advance 
the work. The American Foundry- 
men’s Society, in expressing ap- 
preciation for the initial work of the 
trade associations, will now “carry 
the ball” to complete the job. In 
doing so, A.F.S. at this time requests 
the fullest support of foundry man- 
agement in reaching the goal of 
$350,000. 

The castings industry must assume 
leadership in developing its own 
standards of working conditions 
A.F.S. believes that the industry 
will assume this obligation in the 
fullest measure. 

Companies who have pledged and 
contributed to the Safety & Hygiene 
and Air Pollution Program to date 
include the following: 


S & H & AP Contributors 
to February 29, 1952 


The Acme Foundry & Machine Co., 
Coffeyville, Kansas 

Alloy Steel & Metals Co., Los Angeles 

Altens Foundry & Machine Works, Inc., 
Lancaster, Ohio. 


June 30, 1953 June 30, 1954 


’ v 
$260,000 $320,000 


$350,000 


Aluminum Match Plate 
more, N. Y. 

American Chain & Cable Co., York, Pa 

American Air Filter Co., Louisville, Ky 

American Malleable Castings Co., Ma- 
rion, Ohio. 

American Manganese Bronze Co., Phila- 
delphia. 

American Skein & Foundry Co., Ra- 
cine, Wis. 

American Steel Foundries, Chicago 

Ampco Metal, Inc., Milwaukee 

Anstice Co., Rochester, N. Y 

Arwood Precision Casting Corp., Brook- 
lyn, N. Y. 

Badger Malleable & Mfg. Co., 
Milwaukee, Wis. 

Barclay Foundry Inc., Milwaukee 

Beckett Bronze Co., Muncie, Ind 

B.F.S. Bronze Co., Brooklyn. 

Bound Brook Oil-less Bearing 
Bound Brook, N. J 

Brillion Iron Works, Inc., Brillion, Wis 

Builders Iron Foundry, Providence, 
R.I 

Burnside Steel Foundry Co., Chicago 

Cadillac Malleable Iron Co., Cadillac, 
Mich. 

Canton Malleable 
Ohio 

Carondelet Foundry Co., St. Louis 

Central Specialty Division of King- 
Seeley Corp., Ypsilanti, Mich 

Chain Belt Co. of Milwaukee, Milwau- 
kee, Wis. 

Compton Foundry, Compton, Cailf 

Crouse-Hinds Co., Syracuse, N. Y 

Curto-Ligonier, Ligonier, Ind 


$200,000 
$240,000 


Corp., Ken- 


South 


Co., 


Iron Co., Canton 








Dalton Foundries, Inc., Warsaw, Ind. 

Dayton Malleable Iron Co., Dayton, 
Ohio. 

Decatur Casting Co., Decatur, Ind 

Deemer Steel Casting Co., New Castle, 
Del 

Dixie Bronze Co., Birmingham, Ala 

Duriron Co., Dayton, Ohio 

East Birmingham Bronze Foundry Co., 
Birmingham, Ala. 

East St. Louis Castings Co., East St. 
Louis, Il. 

Eastern Malleable 
tuck, Conn. 

Eaton Manufacturing Co., Vassar, Mich 

Electric Steel Castings Co., Indianap- 
olis, Ind 

Engineering Castings, 
Mich. 

Farrell-Cheek Steel 
Ohio. 

Federal Malleable Co., West Allis, Wis 

Florida Machine & Foundry Co., Jack- 
sonville, Fla. 

Forest City Foundries Co., Cleveland. 

General Foundries Co., Milwaukee. 

Gillett & Eaton, Inc., Lake City, Minn 

J. E. Gilson Co., Port Washington, Wis 

Goldens Foundry & Machine Co., Co- 
lumbus, Ga. 

Hamilton Foundry 
Hamilton, Ohio. 

Arthur Harris & Co., Chicago 

Hays Manufacturing Co., Erie, Pa. 

Herman Pneumatic Machine Co., Pitts- 
burgh. 

Hoosier Iron Works, Kokomo, Ind. 

Induction Steel Castings Co., East De- 
troit, Mich. 

Inland Lakes 
Mich 

Iron Lung Ventilator Co., Cleveland 

Jamestown Malleable Iron Corp., James- 
town, N. Y. 

Kencroft Malleable Co., Inc., Buffalo. 

Key Company, East St. Louis, IIl. 

Kirsh Foundry, Inc. Beaver 
Wis. 

Lawran Foundry Co., Milwaukee. 

Link-Belt Co., Philadelphia. 

Littlestown Hardware and Foundry 
Co., Littlestown, Pa. 

Locomotive Finished Material Co., 
Atchison, Kansas. 


Iron Co., Nauga- 


Marshall, 


Inc., 


Co., Sandusky, 


& Machine Co., 


Foundry Co., Cadillac, 


Dam, 


H. C. Macaulay Foundry Co., Berkeley, 


Calif. 
Malleable Iron Fittings Co., Branford, 
Conn. 
Clayton Mark & Co., Evanston, Ill 
Michigan Malleable Iron Co., Detroit. 
Michigan Steel Casting Co., Detroit. 
Mid-City Foundry Co., Milwaukee 
Millinocket Foundry & Machine Co., 
Millinocket, Me 
Minster Machine Co., Minster, Ohio 
Motor Castings Co., West Allis, Wis. 
Newton Foundry Co., Newton, lowa 
Nonferrous Foundries, Inc., Indian- 
apolis, Ind. 
Oberdorfer Foundries, 
N. Y. 
Ohio Steel Foundry Co., Lima, Ohio. 
Parker Sweeper Co., Springfield, Ohio 
Paxton-Mitchell Co., Omaha, Neb 
Pelton Steel Castings Co., Milwaukee 
Penn Steel Castings Co., Chester, Pa. 


Inc., Syracuse, 


Plainville Casting Co., Plainville, Conn 

Pullman-Standard Car Manufacturing 
Co., Butler, Pa 

Pusey and Jones Corp., 
Del 

J. F. Quest Foundry Co., Minneapolis 

Racine Aluminum & Brass Foundry, 
Racine, Wis 

T. Shriver & Co., Inc., Harrison, N. J. 

Sibley Machine & Foundry Corp., South 
Bend, Ind. 

Superior Foundry, Inc., Cleveland 
Swayne, Robinson & Co., Richmond, 
Ind. 

J. H 
Mass. 


Wilmington, 


Taylor Foundry, Inc., Quincy, 


Texas Foundries, Inc., Lufkin, Texas 

Textile Machine Works, Reading, Pa 

Thunder Bay Manufacturing Corp., Al 
pena, Mich 

Thys Company, Sacramento, Calif 

Union Manufacturing Co., Boyertown 
Pa 

United Bronze Corp., Detroit 

Universal Foundry Company, Oshkosh 
Wis 

Washington Iron Works, Seattle 

West Michigan Steel Foundry Co., 
Muskegon, Mich 

West Point Foundry & 
West Point, Ga. 

Whiting Corp., Harvey, Ill 


Machine Co 


> Foundry health confe: ence 


® Health protection in foundry prac- 
tice will be studied April 11 and 12 
at a conference planned by and for 
foundrymen. Sessions will be held in 
the auditorium of the School of Pub- 
lic Health building, University of 
Michigan, Ann Arbor. Conference 
planners and speakers are paying 
particular attention to measures 
readily applicable in small foundries. 

Dust control will be covered in a 
series of talks and discussion periods 
the first day of the conference, the 
day concluding with demonstrations 
in the University of Michigan teach- 
ing foundry. The second day, the 
conference will be divided to enable 
one group to concentrate on ferrous 
foundry problems, the other to study 
non-ferrous problems. The meetings 
will conclude with a session sum- 
marizing the work of both groups. 

Sponsors of the conference, in ad- 
dition to the School of Public Health 
and the American Foundrymen’s So- 
ciety, are the Michigan and the De- 
troit Departments of Health and the 
University’s Production Engineering 
Department. Heading the Planning 
Committee is William G. Frederick, 
Detroit Department of Health and 
lecturer in the School of Public 
Health. 

While designed primarily for 
foundry operators, the conference is 
open to all. Enrollment fee is $10.00; 
applications for enrollment should be 
sent to H. E. Miller, School of Public 
Health. Those who complete the 
course will receive an official “Rec- 
ord of Attendance.” Rooms are avail- 
able at the Michigan Union on the 
campus. Room applications for the 
Union should mention attendance at 
the conference. 

Program for the conference starts 
with registration at the School of 
Public Health, 8:00-9:00 a.m., Fri- 
day, April 11. Program details follow 


Friday, April 11 


9:00 a.m.—lIntroduction. Henry F 
Vaughan, School of Public Health 
9:15 a.m.—Keynote Address. A. C 
Hensel, Albion Malleable Iron Co., 
Albion, Mich 
9:45 a.m.—“Nature of Disease Caused 
by Dust,” Oscar A. Sander, consultant, 
Milwaukee 
10:45 a.m.—Recess 
11:00 a.m.—“Measurement of Dust in 
Foundries,” Donald Van Farowe, 
Michigan Department of Health, 
Lansing 
11:45 a.m 
12:15 p.m 


Discussion 


Adjournment for lunch 


CONTROL OF DUST 


1:30 p.m.—“Housekeeping,” Herbert J 

Weber, American Brake Shoe Co., 
Chicago. 

2:30 p.m.—"“Isolation, Substitution and 

Wetting Agents,” Edward Meiter, Em- 
ployers Mutual Insurance Co 

3:00 p.m.—Recess 

3:30 p.m.—“Respirators,” A. Kamaila, 

Detroit Department of Health 

4:00 p.m.—"Ventilation,” William N 

Witheridge, General Motors Corp., 
Detroit 

5:00 p.m.—Afternoon session adjourns 

7:30 p.m.—Demonstrations. University 
of Michigan Teaching Foundry. Or- 
lan W. Boston and staff 

Movies. Otto Tod Mallery, Jr., 
versity of Michigan 


Saturday, April 12 
FERROUS FOUNDRY PROBLEMS 
8:30 a.m.—Sand Handling,” Claude B 
Schneible, Claude B. Schneible Co., 
Detroit 
9:00 a.m.—"“Coremaking and Molding,” 
George Tubich, Michigan Department 
of Health, Lansing 
9:30 a.m.—Melting and Pouring,” John 
Radcliffe, Ford Motor Co., Dearborn, 
Mich 
10:00 a.m 
10: 30 .a.m.—Recess 
10: 45 a.m.—“Shake-out and Core Knock- 
Out,” John M. Kane, American Air 
Filter Co., Louisville, Ky 


continued on page 65 


Uni- 


Discussion 
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Operations * 


Welding the voids found when machin- 
ing water-cooled copper molds saves 
their being scrapped and eliminates the 
waste of previous production steps. The 
particular arc welding process employed 
uses a consumable electrode shielded 
by argon. No flux is required, re- 
sulting in the formation of welds with 
a high purity. Process can be used 
on practically all commercial metals. 


® Air bubbles trapped during cast- 
ing produce voids in some of the 
2%-ton copper molds being made 
by an eastern foundry. Existence of 
these defects can not be detected 
until the mold is machined, since the 
voids are surrounded by metal as 
cast. When machined, however, small 
pinholes warn of larger pockets be- 
neath the machined surface. 

A commercially pure grade of 
oxygen-free copper for sheets is cast 
in these copper molds. When this 
copper is being poured, the molds 
are cooled by water circulating 
through a drilled-out compartment. 
The copper may burn through the 
thin shell surrounding a large air 
pocket, with a resultant explosion. 

Until recently, all molds found de- 
fective were thrown back into the 
reverberatory furnace, and all the 
costly production steps were wasted. 
Now, holes are drilled in the mold 
to get to the bottom of the voids. 
Copper deposited into the drilled- 
out voids followed by a small amount 
of finishing and cleaning produces a 
practically homogeneous mold. 


Other processes failed 


Various arc welding methods were 
unsuccessful due to undercutting the 
weld deposit. When the deposits 
were ground, there was a concave 
section around the weld. Oxy- 
acetylene methods were unsatisfac- 
tory due to excess heat caused by 
preheating the mold, which could 
not be localized on copper. The heat 
caused undue discomfort to the 
welder. 

The successful welding process 
uses a consumable electrode which 
is supplied as a continuous coil of 
metal wire. An arc is maintained in 
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Shielded arc welding process 


saves defective copper molds 





E. H. FRAIL 


Linde Air Products Co., Union Carbide & Carbon Corp., N. Y 


Defective cast copper mold prior to repair by welding. The three large drillings 
at left show what pinholes on the surface may indicate — large air pockets. 


Completed deposition of copper into an air pocket. At far right of the new de- 
posit is a finished weld. Excess copper has been removed and surface machined. 


a shield of argon gas between the 
metal electrode and the work-piece. 
The electrode is deposited as filler 
metal across the arc into the weld. 
Since no flux is used, welds are of 
a high purity. High rate of metal 
deposition, low cost, and high weld 
zone cooling rate are among the 
other features. The process is ap- 
plicable to either hand or machine 


welding, and can be used on prac- 
tically all commercial metals. 
Aluminum, copper, stainless steel, 
carbon steels, magnesium, nickel, 
lead, cast iron, various high-tem- 
perature alloys, and titanium are 
typical. Welding process has been 
used for thicknesses up to 1% in. on 
aluminum and copper alloys, stain- 
less steel, and other such metals 
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® “Castings to make castings” is the 
business of Scientific Cast Products 
Co., Cleveland and Chicago produc- 
ers of aluminum matchplates, pat- 
tern castings, cope and drag plates, 
core boxes and driers. The Chicago 
plant, shown in the accompanying 
photographs, is a highly specialized 
and compact operation employing 
some 25 men to carry out the nine 
major steps that go into the manu- 
facture of cast aluminum patterns 
and matchplates. 

These steps are: (1) planning the 


Fig. 1... A.F.S. Apprentice Contest pat- 
tern is first placed on plaster block 
made on surface plate, is then clayed- 
up to parting line. 


job, (2) making the match, (3) 
pouring of individual cope and drag 
plaster molds, (4) trimming and 
scoring individual molds, (5) com- 
bining individual plaster molds into 
multi-patterned matchplate molds, 
(6) mold baking, (7) pouring alu- 
minum, (8) knockout, and (9) rough 
finishing matchplates and castings. 

Illustrated in this article are these 
steps as applied to the manufacture 
of a loose casting pattern. These pat- 


ae 


Fig. 4. . . Drag mold is coated with oily 
parting, then placed in a box formed 
by four thick angle bars in preparation 
for pouring the cope. 


Pressure casting aluminum 


terns, although cast by a similar 
method to that employed in making 
matchplates, are ultimately used in 
hand molding, rather than in ma- 
chine molding 

Shown in the photographs on these 
pages are the successive production 
stages in making a loose casting pat- 
tern to be used by apprentices com- 
peting in the Gray Iron, Steel and 
Non-Ferrous Molding Divisions of 
the 1952 A.F.S. Apprentice Contest. 
Since some 20 patterns are needed 
for distribution to various chapter 


Fig. 2. . . Angle bars are placed around 
block, forming pouring box. Plaster is 
poured over pattern to form the match 
and covering plaster biock removed. 


and in-plant contests held in prep- 
aration for the national judging, the 
cost of wood patterns would be pro- 
hibitive. Instead, Scientific Cast 
Products Co. offered to make metal 
contest patterns free of charge 

Plans for the contest pattern, in 
this instance a pattern for a housing, 
were submitted by A.F.S., together 
with a wooden pattern 

Next, the matchmaker outlined the 
pattern on a plaster block and estab- 
lished the location of dowel pins, 


later used to hold the cope and drag 


< 


Fig. 3... After clay is removed from 
pattern and match, cavity is smoothed 
out and finished in preparation for mold 
duplication, using the original match. 
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molds in alignment. He then filled 
in the pattern cavities with modeling 
clay (Fig. 1). If the pattern had not 
been a flatback, the plaster block 
would have been gouged out so as to 
permit pattern to be sunk to depth 
of parting line, and the cavity filled 
with clay. 

Four thick metal angle bars were 
next placed around the sides of the 
plaster block, forming a pouring 
box, and plaster was poured to a 
depth of 1% in. over the pattern to 
form the match, or drag mold. 
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After the mold hardened, it 
inverted, the covering plaster block 
(Fig. 2) taken off and the clay re- 
moved from the pattern and match 
The cavity was then smoothed out 
(Fig. 3) 

After coating the match with oily 
parting (Fig. 4), metal angle bars 
were placed around its periphery to 
form a pouring box, and the match 
given a second coat of parting 

Carefully mixed plaster (Fig. 5), 
agitated to remove air bubbles, was 
poured to form the cope mold (Fig 
6) and allowed to dry for at least 
15 minutes. 

While the cope mold was setting 
a thin wire was pushed through to 
the parting line. After the plaster 


was 


dried, the wire was withdrawn and 
low air pressure applied to the hole 
splitting the cope and drag apart 


Pouring mold sets 


The original cope and match then 
were used as molds to pour as many 
sets of individual and drag 
molds as would ultimately be re- 
quired. In the case of the AFS 
Apprentice Contest pattern, 20 sets 
of plaster-molds were poured 

Locating pins were put in at this 
stage for alignment of copes and 
drags later in the operation 

Next, individual cope and drag 
molds were trimmed with a large 
knife, allowing them to be placed 


cope 


Fig. 5 (Top left) . . . Plaster compound 
used in making molds for pressure-cast 
aluminum patterns and matchplates 
is carefully weighed before mixing with 
correct proportion of water. 


Fig. 6 (Above) . . . Plaster is poured 
over pattern, agitated to remove air 
bubbles and allowed to set. Cope and 
match are separated by pushing a wire 
through plaster to parting line and 
withdrawing it so that air pressure 
can be used to force them apart. 


Fig. 7 (Left) . . . Molds are placed in 
steel frames and plaster is poured 
around them, binding cope and drag 
molds into position. 














closely together in frames The 
molds were then scored deeply along 
the sides and the mold bottoms cut 
back. In the next operation, this per- 
mitted liquid plaster to flow into the 
grooves. When the plaster set, it 
held the molds securely within the 
frames. 

A steel top table was then sprayed 
with parting compound and a large 
metal drag frame placed on it, part- 
ing side down. Individual plaster 
drag molds were then laid within 
the large drag frame, parting side 
down. The molds were then weighted 
and plaster poured into the large 
drag mold frame 

As soon as the plaster had set 
sufficiently that it could support its 





own weight, the entire drag frame 
was inverted and sprayed with oily 
parting. 

Individual copes were aligned atop 
their mating drags by means of 
dowel pins, and the cope frame set 
over the drag frame. Individual cope 
frames were weighted and plaster 
poured over them and allowed to set 
(Fig. 7). 

Cope and drag were separated by 
the wire hole-air pressure method 
The cope was removed, locating pins 
taken out, and the holes filled with 
plaster. At this point, sprues, run- 
ners and gates were cut into the 
plaster in accordance with customer 


specifications 
Drag and cope molds were 
smoothed out and chills placed 


wherever there were heavy sections 
Next, the molds were placed on 
racks (Fig. 8) and put into a gas 





oven to bake for about 12 hours at 
400 F to remove moisture 

Baked molds, as exemplified by 
Fig. 9, were then ready for pouring. 
Cope and drag were put together in 
a special pouring stand capable of 
exerting 4,000-lb pressure 

An asbestos disc was placed on top 
of the sprue (Fig. 10). Molten alu- 
minum was poured into a holding 
cylinder (Fig. 11), the cylinder was 
capped and air pressure applied. 

When the air reached 
2 psi, the asbestos disc broke, shoot- 
ing metal into the mold (Fig. 12) 
Air pressure was then increased to 
5 psi, completing the pouring. Mold 
was unclamped and set out to cool 
The casting knockout was accom- 


pressure 


Fig. 8 (Above) . . . Workmen placing 
solid frames containing molds on rack 
to await drying in gas oven. 


Fig. 9 (Top right) . . . Example of a com- 
pleted mold. Note gating layout and 
placement of aluminum chills for heavy 
casting sections. 


Fig. 10 (Center right) . . . Asbestos disc 
placed between sprue and metal-hold- 
ing cylinder holds back metal until 2 
psi cir pressure is applied, then breaks 
and shoots metal into the mold. 


Fig. 11 (Lower right) . . . Pouring molten 
aluminum into cylinder which holds 
metal until slight air pressure forces it 
into mold. 
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plished by rapping the plaster mold 
with a sledgehammer. The plaster 
was of no further use. 

Gates and sprues were removed 
with a band saw, rough edges 
smoothed with a mill file, and the 
pattern casting was ready for final 
inspection. To meet “foundry finish” 
specifications, the dimensions of the 
cast aluminum pattern had to coin- 
cide with those of the original wood 
pattern. In castings where cores are 
used to lighten the casting, holes are 
drilled at this stage and core sand 
removed. Holes are plugged, the 
surface is restored and the cast 
aluminum pattern is ready for final 
shipment. 


Matchplate making 


Procedure for making matchplates 
varies only slightly from the above- 
described operation for making cast 
patterns. 

First step in matchplate produc- 
tion involves layout and planning. 
A specification sheet is sent to the 
customer, who indicates the desired 
type of flask pin hole, type of ear, 
length, width and thickness of plate. 

The buyer also provides a pattern 
made, in order of preference, of 
brass, white metal, aluminum, cher- 


Fig. 13... Knocking casting out from 
plaster frame. Gates and risers are then 
removed from casting, completing the 
process to “foundry finish" specifications. 
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Fig. 12... Holding cylinder is capped 
and air pressure is applied, shooting 
metal into the mold. 


ry wood, mahogany or white pine. 
He also indicates the layout of the 
matchplate on the back of the speci- 
fication sheet and, preferably, the lo- 
cation of gates, runners and risers. 

The rest of the operation is simi- 
lar to that of making cast patterns, 
except that at the stage correspond- 
ing to that shown in Fig. 7, a spacer 
that allows for the thickness and 
shape of the matchplate (varying 
from % to % in.) is placed between 
the cope and drag frames before the 
mold is poured. 

The rough-finished 1952 A.F\S. 
Apprentice Contest molding patterns 
shown on these pages were next sent 


to City Pattern & Foundry Co., South 
Bend, Ind., where Contest Commit- 
tee Vice-Chairman George Garvey 
supervised their finishing. 

Next, the finished pattern castings 
were sent to A.F.S. Headquerters for 
distribution to chapter and in-plant 
contests. Of the 20 patterns, three 
went to G. Ewing Tait, Dominion 
Engineering Works, Montreal, who 
supervised their distribution to Ca- 
nadian chapters. 

Balance of the 20 castings was 
routed to the nine U. S. chapters and 
numerous firms conducting local ap- 
prentice contests. 


Fig. 14... Plant manager Otte Harer 
(left) shows completed metal contest 
pattern to Roy W. Schroeder, chairman 
of A.F.S. Apprentice Contest Committee. 





Technology * 


Wash development “Down Under” 


Magnesite for molding 


Job-tested experiments have shown 
that magnesite can replace silica flour 
as a general mold and core wash and 
in treating facing sand to reduce its 
permeability. This paper tells how to 
prepare the magnesite, describes prop- 
erties, compounding techniques, and 
application methods for the wash, gives 
typical facing sand mixtures, and offers 
helpful suggestions on sound practice. 


® Satisfactory results have been ob- 
tained over a number of years with 
the substitution of finely ground 
magnesite for silica flour in three 
foundry applications. As a result of 
experiments carried out with various 
materials not containing free silica, 
magnesite has totally replaced silica 
flour as a general core and mold 
wash, and in reducing the perme- 
ability of core and mold facing sand. 

Iron-free magnesite is calcined at 
about 1630 C (2966 F). Calcined 
magnesite of an analysis 

SiO 

ALO 

Fe.O 

CaO 


5.35°% 
1.31% 
0.55% 
3.42% 
MgO 84.97% 
Ignition Loss 4.57% 
is charged dry into a ball mill where 
it is ground for eight hours to give 
the desired fineness of at least 80 
to 90 per cent through 200 mesh 


Wash constituents 


The core and mold wash is made 
of 85 lb calcined magnesite flour, 
13%, lb core gum or dextrin, and 
342 lb western bentonite. These in- 
gredients are first mixed dry to dis- 
tribute the bentonite, which prevents 
clotting, and then placed in an air- 
agitated mixer where water is added 
to give a hydrometer reading of 62 
Twaddell (34 Baume). The wash 
keeps well in suspension, it is easy 
to apply, and successive coatings can 


S. G. URANE 


Foreman, Broken Hill Proprietary, Ltd., Melbourne, Australia 


Magnesite wash is successfully used on rolls of all sizes in weights to 31 tons. 


Molder is applying magnesite wash with a brush to insides of bloom roll mill. 


be applied without fear of spalling 
either in the drying of the mold or 
during casting 

Application varies according to the 
type of mold. For general castings, 
the core or mold face to be painted 
is first roughened by rubbing with 
a piece of burlap, and then skin- 
dried to allow the wash to soak in 
and thus close up the spaces be- 
tween the sand grains on the face. 

The first coat should be slightly 
thinner than the succeeding coats 
in order for it to soak in. Time 


should be allowed between each coat 
for it to become air-dried. A gas 
flare may be used if desired. It may 
be practical to paint the molds after 
drying and while still warm enough 
to dry the wash. Two applications 
are usually enough, but successive 
coats may be added at the discretion 
of the molder 


Use with loam molds 


Loam molds should be strickled 
to the required shape and then thor- 
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oughly dried. A slurry composed of 
a facing sand containing over 95 per 
cent silica and with characteristics 
Soft Point 2952 F 
Fusion 3027 F 
A.F.S. Grain Shape Angular 
A.F.S. Clay Content 7.00% 
A.F.S. Grain Size 42 
Ignition Loss 0.90% 
plus a 20 per cent addition of cal- 
cined magnesite flour is thoroughly 
mixed and then rubbed well into 
the dried mold surface. The mold is 
then strickled off, leaving a film of 
the slurry. It is dried, finished off, 
and painted. 
For heavy castings such as mill 
housings, stern frames, and presses, 


At left is shown a steel-base alloy roll. 
Of special interest is the clean wobbler. 
At right is a sand-cast iron-base grain 
roll. Magnesite was used as an under- 
coat to the charcoal blacking applied 
to the mold before pouring. 


magnesite flour is used to reduce 
the permeability of the facing sand. 
A typical facing mixture would con- 
sist of 20 lb magnesite flour and 
200 Ib silica rock. Silica rock is a 
friable sandstone which is quarried 
from the top portion of the Aus- 
tralian coastal sandstone deposits. 


Crushing step 


Crushing is done in a Chilean mill 
to provide a natural bonded facing 
sand. For steel, steel-base alloy roll 
wobbler cores, and deep-seated 
cores in heavy metal section cast- 
ings, a mixture of 200 lb silica rock, 
56 lb magnesite flour, 5 lb ball clay, 
and 3 pints of core oil is suggested. 

To insure best results: 

(1) The magnesite must be iron- 
free, dead-burned clinker. It must 
be ground to the required fineness. 

(2) Wash ingredients must be 
measured correctly. 

(3) The completed mold must be 
thoroughly dry before casting. 

(4) Strict temperature control 
must be exercised over the metal 
during the process. 


50 + American Foundryman 


> Foundry Sand Handbook ready 


® Completely rewritten by prom- 
inent foundry sand specialists, the 
long-awaited revision of the Foundry 
Sand Handbook is now available. 
This new volume contains more than 
twice as much information as its 
predecessor, including both a glos- 
sary and a bibliography in its 259 
pages. 

Individual sections deal with mode 
of occurrence of sands and clays, 
methods for sampling sands and 
clays, preparing sand mixtures for 
testing, methods of testing molding 
sands, chemical analysis of sand, 
testing cores and binders, control 
methods for cores, testing core pastes, 
interpretation of room temperature 
sand tests, testing equipment, and 
molding sand mixtures. 

Personnel serving on the sixth edi- 
tion revision committee consisted of 
P. E. Kyle, Chairman, Cornell Uni- 
versity, Ithaca, N. Y.; J. E. Foster, 


Secretary, A.F.S., Chicago; B. H. 
Booth, Carpenter Bros., Inc., Mil- 
waukee; A. E. DeClercq, Lauhoff 
Grain Co., Detroit; H. W. Dietert, 
Harry W. Dietert Co., Detroit; N. J 
Dunbeck, Eastern Clay Products, 
Inc., Jackson, Ohio; A. I. Krynitsky, 
N.B.S., Washington, D. C.; O J. 
Myers, Archer-Daniels-Midland Co., 
Minneapolis; L. B. Osborn, Tri-State 
Sand Co., Corinth, Miss.; J. A. Ras- 
senfoss, American Steel Foundries, 
East Chicago, Ind.; C. A. Sanders, 
American Colloid Co., Chicago; S. A 
Wick, New Jersey Silica Sand Co., 
Millville, N. J.: E E. Woodliff, 
Foundry Sand Service Engineering 
Co., Detroit; and E. C. Zirzow, 
Werner G. Smith Co., Cleveland 
Special credit is due to B. H 
Booth, J. E. Foster, J. H. Lowe, J. A 
Rassenfoss, C. A. Sanders, and R. G 
Thorpe for serving as an editorial 
committee in preparing this revision 
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Role of the American Foundrymen’s Society in aiding European industrial produc- 
tivity by furnishing technical assistance was recently cited in the above Certificate 
of Cooperation presented to the Society by the Economic Cooperation Administra- 
tion. A.F.S. is continuing its program of technical assistance to international 
foundrymen by sponsoring two extensive tours of United States foundries in 
cooperation with the Mutual Security Agency, successor to ECA. The tours are 
scheduled to include the week-long A.F.S. International Foundry Congress & Show 
to be held in Atlantic City, May 1 through 7. As scheduled, Study tour ‘‘Red”’ will 
begin April 18 and include visits to foundries in the New York, Cleveland, 
Chicago and Cincinnati areas. Study Tour “Blue” will also start April 18 and 
include New York, Buffalo, Detroit, Chicago, and Pittsburgh foundries. 





An actual record of one hour's operation of a 
typical manually controlled Model "80" Speed- 
mullor. Fifty 1-ton batches of synthetic molding 
sand were loaded, mulled to maximum physical 
properties, and discharged in this period. 









































... A CONTINUOUS SUPPLY OF COMPLETELY MULLED SAND... 


* SPREDMULLOR 


Only in the Speedmullor are accurate 


control and complete mulling of batch 
type operation combined with the ad 
vantages of high-speed mulling. Other 
mullers may claim fast time cycles al- 
though they were designed for 5 or 10 
minute operation, but only the Speed 
mullor was designed and built to pro 
vide high speed, thorough mulling. For 


maximum development of physical 
properties, total Speedmullor time 
cycles vary from 1 to 1% minutes de 
pending on the type of sand mulled 
Thus, batch after batch of completely 
mulled sand is discharged so fast that 
practically a continuous supply of sand 
is available for high production 


foundry molding and core making 


Write today for a Speedmullor Catalog! 


. 


BEARDSLEY & PIPER, Div. of Pettibone Mulliken Corp., 2424 N. Cicero Avenue, Chicago 39, ill. 





Manufacturers of the Sandslinger ¢ Speedslinger ¢ Hydra-Slinger ¢ Speed- 
mulior @ Mulboro © Screenarator ¢ Nite-Gang © Junior Nite-Garg ¢ 
Preparator © Magnarator ¢ B&P Combination Units ¢ Roto-Mold © Roto- 
Feed @ Gyra-Screen © and the entire Champion line of: Core Blowers © 
Blo-Matic Core Blowers @ Rol-a-Cor @ Speed-Draw @ Molding Machines 
@ Electric Riddles. 





Improved valve mani- 
fold design— faster 
operation. 


Larger, longer guide pins 


Hordened and ground jolt 
cylinder guides 


The 815RB featuring an av- 

tomatic positioning cylinder . : 

and positive equalization (al- : ‘ Improved jolt control— 
so featured on the 920 and F enclosed internal porting 
1020 machines). 


Longer jolt cylinder— 30% more 
bearing area 


Larger rollover piston rods 


Why the fastest cycle? Because in the Johnston « Jennings rollover cycle, two time- Johnston & Jennings 

consuming operations have been eliminated. After rollover, it is unnecessary to raise Jolt Rollover Pattern-Draw Machines 

a separate draw cylinder and equalize. Also eliminated is the unclamping operation Table Pattern 

necessary in the standard rollover cycle. Clamping and equalizing operations are com- Model Size Draw Capacity 

bined in the downward stroke of a single double-action clamp and draw cylinder. mm 

Then, after rollover, this same cylinder draws the mold on its reverse stroke. No trans- 2 

fer of the mold load—no clamping and unclamping necessary. No pits are required for 815 30”x40” 15” 12004 
20” 





612 24”x30” 6004 


the installation of these machines. Today's rapidly changing production picture may 
necessitate changes in your foundry layout at any time . . . and a pit can't be moved. 920 44"x54” 
Use a Johnston & Jennings jolt-rollover-draw for your toughest production molding 
job, or use it as a rollover-draw machine in conjunction with a Sandslinger or Speed- 1020 50”x60” 20” 3000¥ 


slinger. It pays to investigate . . . write today for complete information. All J & J Rollovers are open end and therefore do not limit 
the length of flasks used 


JOHNSTON <Q JENNINGS 


AN IMPROVED LINE! 


2000# 








© Jolt-Rollover-Pattern-Draw © Jolt-Stripper or Pin-Lift MOLDING MACHINE DIVISION 

THE JOHNSTON & JENNINGS COMPANY 
Division of Pettibone Mulliken Corp 

© Plain-Air-Jolt 2424 North Cicero Ave., Chicago 39, Illinois 


© Jolt-Squeeze © Jolt-Squeeze-Pin-Lift 





In the news * 


Reporters for the Wisconsin Regional Foundry 
Conference were: Donald M. Gerlinger, Wal- 
ter Gerlinger, Inc., Milwaukee; Erwin G. 
Tetzlaff, Pelton Steel Casting Co., Milwaukee; 
and the chairmen and co-chairmen of the 
various sessions. Photographer was Walter 
V. Napp, Delta Oil Products Co., Milwaukee. 
For the Southeastern Reg | Foundry Con- 
ference, J. P. McClendon, Stockham Valves 
& Fittings, Birmingham, wos reporter and 
photographer again this year 





® Some 1000 foundrymen attended the 
two oldest annual regional conferences 
during February—the Wisconsin Re- 
gional held at the Hotel Schroeder, Mil- 
waukee, February 8 and 9, and the 
Southeastern Regional, Tutwiler Hotel, 
Birmingham, Ala., February 21 and 22 
Known for 19 years as the Birmingham 
Regional, the Southeastern got its 
name when this year the Tennessee 
Chapter joined the Birmingham Dis- 
trict and the University of Alabama 
Chapters as a sponsor. Sponsors of 
the 15th Annual Wisconsin Regional 
were the Wisconsin Chapter and the 
University of Wisconsin 

Chairman of the Wisconsin Regional 
was J. G. Risney, Risney Foundry 
Equipment Co., Milwaukee. Robert V. 
Osborne, Lakeside Malleable Castings 
Co., Racine, Wis., headed the Program 
Committee. C. K. Donoho, American 
Cast Iron Pipe Co., Birmingham, Ala., 
was chairman of the Southeastern Re- 
gional, with Fred K. Brown, Adams, 
Rowe, Norman, Inc., Birmingham, in 
charge of the conference program 


Wisconsin regional 


The Wisconsin Regional opened un- 
der the chairmanship of George E 
Tisdale, Zenith Foundry Co. with 
a welcome from Dean M. O. Withey, 
College of Engineering, University of 
Wisconsin. Dean Withey urged found- 
rymen to carry on educational guidance 
programs to encourage qualified stu- 
dents to embark on an engineering 
career to help meet present and future 
high demands for engineers 

First technical session consisted of a 
comprehensive review of foundry 
health and safety problems by Ken- 
neth M. Morse, A.F.S. National Office 
A good safety, hygiene, and air pollu- 
tion program provides preventive main- 
tenance for manpower, he declared. He 
outlined the problems, told why they 


Wisconsin and Southeastern founders meet at 


Regional Foundry Conferences 


Banquet table neighbors during the Wisconsin Regional Foundry Conference were (left to 


right) William J. Grede, Grede Foundries, Inc., 


Milwaukee, president, National Association of 


Manvfacturers; A.F.S. National President Walter L. Seelbach, Superior Foundry, Inc., Cleveland; 
and Wisconsin Chapter President George E. Tisdale, Zenith Foundry Co., Milwaukee 


should be solved and said that the best 
solutions come from the foundry in- 
dustry which has the most experience 
with its own problems 

At the luncheon, A.F.S. Secretary- 
Treasurer Wm. W. Maloney announced 
that exhibit space at the 1952 Inter- 
national Foundry Congress had been 
sold completely by February 6. He cited 
the value of the interchange of tech- 
nical information which 
International 

Second luncheon speaker, Frank G 
Steinebach, Penton Publishing Co., 
Cleveland, compared today’s foundry 
industry with the industry on the eve 
of the United States’ entry into World 
War II and estimated that its capacity 
was about twice what it was in 1940 
He predicted an upward trend in cast- 
ings production 

J. G. Risney, Risney Foundry Equip- 
ment Co., presided at the luncheon 
meeting 

In the first series of group meetings, 
Charles W. Briggs, Steel Founders’ 
Society, Cleveland, spoke on “Steel 
Foundry Cleaning Room Practices;” 
John P. Holt, Basic Refractories, Inc., 
Cleveland, described “Basic Cupola Op- 
eration; George Verbeke, John Deere 
Malleable Works, East Moline, Ill., pre- 
sented “Quality Control in the Malle- 
able Foundry;” Martin G. Dietl, Schai- 
ble Co., Cincinnati, discussed non-fer- 
rous cleaning room practices; and 
George K. Dreher, Foundry Educational 
Foundation, Cleveland, reviewed pat- 
tern engineering and the FEF program 

Mr. Briggs described techniques for 
chipping, flame washing, powder wash- 
ing, and arc methods of cleaning. He 


occurs at an 


recommended use of oil on fins and 
base of fins to speed metal removal by 
chipping. V. E. Ziemer, Maynard Elec- 
tric Steel Castings Co., Milwaukee, was 
chairman 

Describing methods of lining and op- 
erating a basic cupola, Mr. Holt 
the basic cupola gives lower sulphur, 
permits use of an all charge, 
makes carbon as high as four per cent 
possible, and gives a cleaner drop 
Harold Schwengel, Modern Equipment 
Co,, Port Washington, Wis., 
Harold Zuehlke, Allis-Chalmers 
Co., was co-chairman 

Quality control presents a correct, 
unbiased picture of process quality, 
declared Mr. Verbeke in describing its 
application in his plant. Scrap and 
salvage costs were reduced he said 
N. Amrhein, Federal Malleable Co., 
West Allis, Wis., and John Goodwin, 
Malleable Iron Range Co., Beaver Dam, 
Wis., were co-chairman 

Mr. Diet! outlined the relationships 
between minimum casting cleaning 
costs and the various foundry depart- 
ments. It is cheaper to mechanize in 
the long run, he stated, wherever it is 
possible to improve flow of 
Chairman of the meeting was John 
L. Kammermeyer, Federated Metals 
Div., American Smelting & Refining 
Co., Milwaukee; co-chairman was John 
Bradisse, Waukesha Foundry Co. 
Waukesha, Wis 

Walter Kollmorgen, Kollmorgen Pat- 
tern Works, and A. F. Pfeiffer, Allis- 
Chalmers Mfg. Co., presided at Mr 
Dreher's session in which he described 
FEF activities in the field of pattern 
engineering 


said 


steel 


presided; 


Mfg 


material 
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A second round of group meetings 
concluded the first day’s technical 
meetings. A. S. Grot, Edward Valves 
Inc., East Chicago, Ind., described his 
firm’s program for redesign and stand- 
ardization of valve bodies to improve 
yield and reduce cleaning costs. E. J. 
Schneider, Grede Foundries, Inc., and 
J. R. Bach, Falk Corp. Milwaukee, 
were co-chairmen. 

At the gray iron session, J. Allen 
Wickett, Monsanto Chemicals Co. 
Springfield, Mass., pointed out that 
while synthetic resin core binders are 
not a cure-all, they cut baking time in 
half and give off less gas. C. W. 
Schwenn, Brillion Iron Works, Bril- 
lion, Wis., and E. Gruetzmacher, Uni- 
versal Foundry Co., Oshkosh, Wis., 
conducted the session. 

Experiments with oxygen in air fur- 
nace melting at Badger Malleable & 
Mfg. Co., were described by J. B. La- 
Pota, National Cylinder Gas Co., Chi- 
cago, at the second malleable meeting. 
Use of oxygen with a cold metal charge, 
for surface oxidation of residual ele- 
ments, and coal fired annealing fur- 
naces were described. H. C. Stone, 
Belle City Malleable Iron Co., Racine, 
presided. Co-chairman was Carl Grob- 
schmidt, Badger Malleable & Mfg. Co 


Teamwork solves problems 


John W. Bolton, Lunkenheimer Co., 
Cincinnati, spoke on “Problems in a 
Non-Ferrous Pressure Casting Found- 
ry.” He stressed importance of team- 
work between engineering and foundry 
departments and the significance of 
records in obtaining standardization 
of operations. C. Kotowicz, Ampco 
Metal Inc., Milwaukee, presided, with 
D. Bosma, Bucyrus-Erie Co. South 
Milwaukee, co-chairman. 

“Modern Pattern Shop Equipment” 
was the subject of I. Meyers, Delta 
Manufacturing Co., Milwaukee, at the 
pattern session ending the first day of 
technical meetings. Co-chairmen were 
A. Fischer, Chas. Jurack Co., Milwau- 
kee, Wis., and Walter Kollmorgen. 

G. E. Tisdale, presided at the ban- 
quet concluding the first day's activi- 
ties. Frank Kirkpatrick, news commen- 
tator, was principal speaker. 

Group meetings continued during the 
morning and afternoon of the second 
day of the Wisconsin Regional. M. E. 
Annich, American Brake Shoe Co., 
Mahwah, N. J., described a program 
for training foremen in work simplifi- 
cation. Work simplification can be 
practiced by anyone, he said. E. G. 
Tetzlaff, Pelton Steel Casting Co., pre- 
sided. Co-chairman was C. J. Zilch, 
Bucyrus-Erie Co. 

Bradley H. Booth, Carpenter Broth- 
ers Inc., Milwaukee, gave locations of 
principal foundry sand deposits and 
methods of sand production and testing 
in his talk. T. H. Tanner, Zenith 
Foundry Co., presided. 

Speaking on “Mechanics of Foundry 
Mechanization,” R. J. Anderson, Belle 
City Malleable Iron Co., gave principles 
of mechanization and showed how they 
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University of Alabama students Sinclair Lathem (left) and Charles Pandelis mold under 
watchful eyes of (left to right in background) A.F.S. Vice-President |. R. Wagner, Electric 





Steel Castings Co., Indi polis; Past Presid 


Birmingham; and T. H. Benners, Jr., T. H. Benners & Co., Birmingham, Ala., 


L. N. Shannon, Stockham Valves & Fittings, 
past national 


director, prior to Southeastern Regional Foundry Conference. 


were applied in his plant, Jos. Kropka, 
Chain Belt. Co., Milwaukee, and Paul 
Anderson, International Harvester Co., 
Milwaukee, were co-chairmen 

Speakers at the morning non-ferrous 
session were T. Kramer, Wm. F. Job- 
bins, Inc., Aurora, Ill., and D. LaVelle, 
Federated Metals Div., American Smelt- 
ing & Refining Co., Barber, N. J. M. E. 
Nevins, Wisconsin Centrifugal Foundry, 
Inc., Waukesha, Wis., and K. Jacobs, 
Standard Brass Works, Milwaukee, 
were co-chairmen. 

Mr. LaVelle spoke on problems of 
metallurgical control and listed impor- 
tant causes of defects in aluminum 
castings as pouring practice causing 
dross and air bubbles, inadequate gat- 
ing, hydrogen pickup, and clay balls 
Mr. Kramer discussed gating principles 
and applications, and test bars. 

Carl Haertel, Falk Corp., spoke on 
“Steel Casting Problems and How They 
Affect Production” at the pattern ses- 
sion. A. Fischer, Chas. Jurack Co 
presided, with H. Arneson, Spring City 
Pattern Works, Waukesha, Wis., as co- 
chairman 

Luncheon speaker the second 
was A.F.S. President Walter L. Seel- 
bach, Superior Foundry, Inc., Cleve- 
land, A. F. Pfeiffer, Allis-Chalmers 
Mfg. Co., presided 

Mr. Seelbach stated that A.FS 
records and publishes foundry accom- 
plishments and points the way to 
progress through research carried on at 
research institutions and schools in the 
United States and Canada. He called 
on all foundries to participate in the 
10-year Safety & Hygiene & Air Pollu- 
tion Program recently inaugurated on 
behalf of the industry by the Society. 

The Wisconsin Regional concluded 
with a fourth round of group meetings 
At the steel session, William S. Pellini, 


day 


Laboratory, Washing- 
performance of 


Naval Research 
ton, D. C., discussed 
castings under severe service conditions 
There is no real difference in notch 
toughness between rolled 
steel, and forged steel, he declared 

Chairman of the meeting was George 
J. Barker, University of Wisconsin; 
co-chairman was D. C. Zuege, Sivyer 
Steel Casting Co., Milwaukee 

Harry Gravlin, Ford Motor Co. 
Dearborn, Mich., conducted a casting 
clinic, using defective castings brought 
by members of the audience. L. J 
Woehlke, Grede Foundries, Inc 
session chairman 

In the malleable session, Thomas F 
Butler, Ford Motor Co., 
listeners that mechanization 
maintenance and urged them to prac- 
tice preventive rather than remedial 
maintenance. Co-chairmen were Ralph 
N. Schaper, Wisconsin Appleton Co., 
South Milwaukee, and Martin A. Hard- 
er, Lakeside Malleable Castings Co 

John W. Bolton, Lunkenheimer Co 
Walter W. Edens, Alloy Engineering 
& Casting Co., Champaign, IIl., and T 
Kramer, Wm. F. Jobbins, Inc., provided 
answers to questions posed by non-fer- 
rous foundrymen at an Information 
Forum John Bradisse, Waukesha 
Foundry Co., was moderator 

Pressure casting of matchplates and 
plaster casting of core boxes were de- 
scribed and illustrated by Steve Denk- 
inger, Atlas Plastic & Aluminum Plate 
Co., Milwaukee at a pattern session 
Walter Kollmorgen and M. Frankard 
Delta Mfg. Co., were co-chairmen 


steel, cast 


was 


reminded his 
means 


Southeastern regional 


Eight technical sessions, a luncheon, 
a banquet, visits to Birmingham area 
plants, and an evening of entertainment 





made up the program of this year's 
Southeastern Regional. Paul H. Stuff, 
Ross Meehan Foundries, Inc., Chatta- 
nooga, Tenn., led off with a discussion 
of “Castings vs. Weldments.” Castings 
are as weldable as comparable compo- 
sitions in wrought steel, he said. Charles 
B. Saunders, Tennessee Products & 
Chemical Corp., Nashville, presided 

F. G. Sefing, International Nickel Co., 
New York, said in the next technical 
talk that to make wholly sound castings 
metal should progressively solidify 
from the thinnest sections and coldest 
metal to the heaviest section and the 
hottest metal. E. A. Thomas, Thomas 
Foundries, Inc., Birmingham, was ses- 
sion chairman 

Speaking at the luncheon meeting, 
A.FS. Vice-President I. R. Wagner, 
Electric Steel Castings Co., Indianapolis, 
Ind., traced the growth of A.FS. to its 
present size and international prestige. 
The huge size—some 10,000 members in 
33 countries with 95 per cent of the 
membership in the chapters—he said, 
requires local management and devel- 
opment, hence the importance of active 
chapters. Fred K. Brown, Adams, Rowe 
& Norman, Birmingham, presided 

Following lunch, Warren C. Jeffery, 
University of Alabama, described prop- 
erties of cores bonded with various 
proprietary binders and with tall oil 
glycerine esters, a paper pulp by-prod- 
uct. M. L. Carl, Sloss-Sheffield Steel 
& Iron Co., Birmingham, was session 
chairman. 

Elliot M. Cranford and James G. 
Lovell, Stockham Valves & Fittings, 
Birmingham, described Stockham core 
practices and showed motion pictures 
of production methods. The core room 
makes cores for three foundries (gray 
iron, malleable, and bronze) which use 
baked cores, green sand cores, and 
green-topped cores. Chairman of the 
session was Morris L. Hawkins, Stock- 
ham Valves & Fittings 


Eleven past presidents of the Wisconsin 
Chapter attended the Wisconsin Regional in 
Milwaukee. Seated left to right are: W. J. 
McNeill, Badger Malleable & Mfg. Co., 
S. Milwaukee; Roy M. Jacobs, Standard 
Brass Works; George €. Tisdale, Zenith 


Ray H. Moore, Claude B. Schneible 
Co., Detroit, concluded the first day's 
technical meetings with a discussion of 
foundry mechanization. He recom- 
mended avoiding clam-shell handling 
of coke if possible, water disposal of 
slag, and interlocked sheet piling for 
material storage bins. W. E. Jones, 
Stockham Valves & Fittings, presided 

Plant visitations were held the morn- 
ing of the second day with technical 
meetings being resumed in the after- 
noon. Walter R. Jaeschke, Whiting Corp 
Harvey, Ill. spoke on “Sources of 
Trouble in Cupola Operation.” Use of a 
double row of tuyeres has increased 
since 1947, he said, because they 
mote better combustion with 
quality coke 

Automatic air weight control 
of the cheapest good control items, de- 
clared Mr. Jaeschke. Harry G. Mouat 
Harry G. Mouat Co., Birmingham, pre- 
sided at the meeting 

Machinability improvements in gray 
iron through silicon carbide additions 
in the cupola were described by Frank 
S. Kleeman, consultant, Pittsburgh 
Fred C. Barbour, McWane Cast Iron 
Pipe Co., Birmingham, was chairman 

Final technical session featured Max 
Kuniansky, Lynchburg Foundry Co., 
Lynchburg, Va., speaking on “Quality 
Control.” Meeting chairman was Frank 
H. Coupland, Jr., American Cast Iron 
Pipe Co 

Quality control is a philosophy of 
management according to Mr. Kunian- 
sky. It is a management responsibility 
which cannot be delegated, he declared 

The Southeastern Regional concluded 
with the annual banquet. Principal 
speaker was Warren Whitney, James 
B. Clow & Sons, Tarrant, Ala.; his 
subject, “Shall We Scrap It?” T. H 
Benners, Jr., T. H. Benners Co., Birm- 
ingham, was toastmaster and Charles 
K. Donoho, American Cast Iron Pipe 
Co., Birmingham, presided 


pro- 


low eT 


is one 


Foundry Co.; R. C. Woodward, Bucyrus-Erie 
Co., $. Milwaukee; and Walter Gerlinger, 
Walter Gerlinger, Inc. Standing left to right 
are: H. E. Ladwig, Allis-Chalmers Mfg. Co.; 
8. D. Claffey, Acme Aluminum Alloys inc., 


Dayton, Ohio; D. C. Zuege, Sivyer Steel 


& Guide Vanzetti dies 


Italy, 
Committee of 
died 


® Guido Vanzetti of president 
of the International 
Technical Associations, 


Foundry 
Wednesday, March 5, in Milan, accord- 


ing to cables received from the Italian 


Foundrymen's Association and from 
Mario Olivo of Milan, past Association 
president. 

Mr. Vanzetti was to have led a dele- 
gation of Italian foundrymen to the 
1952 International Foundry Congress 
and as head of the International Com- 
mittee presided at its 
meetings during the Congress and to 
have participated in the International 
Reception 


was to have 


> Pablish 1951 Index 


® The 1951 Index to American Founp- 
RYMAN, Vol. 19 available 
gratis on issued 
each the 
December issue, the Index is now pub 
lished separately and only when 
requested. Order your free 
the 1951 Index from American Founp 
RYMAN, 616 S. Michigan Ave., Chicago 


and 20, is 
Previously 
section of 


request 
year as a second 
sent 
copy of 


Casting Co.; George K. Dreher, Foundry Edu- 
cational Foundation, Cleveland; W. W. Edens, 
Alloy Engineering & Casting Co., Champaign, 
il.; and R. J. Anderson, Belle City Malle- 
able tron Co. McNeill, Jacobs, Claffey, and 
Dreher are past national directors 
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Technology ¥& 


Some aspects of the charpy test 


applied to steel castings 


Serviceable steel castings may be re- 
jected on the basis of charpy impact 
tests if the specimens are cut from 
poorly designed test castings. Experi- 
ments described below show how ever- 
present micro-conditions can be min- 
imized to make impact tests truly re- 
flect hardenability response and inher- 
ent toughness of cast steel. The author's 
work illustrates how castings producers 
and Army Ordnance establishments co- 
operate in achieving maximum accept- 
ance of useable castings. 


® The charpy impact test is a valu- 
able tool in evaluating the tendency 
of cast steel to fracture in a brittle 
manner, and more generally its abil- 
ity to perform satisfactorily under 
conditions of multi-axial stress pat- 
tern, low temperature, and high rate 
of loading. In this test a specimen of 


Fig. 2 (above) . . . Dimensioned sketch 
of casting set-up from which data for 
Fig. 2a and 2b were obtained. 


Fig. 2a (above right) . . . Results for 
three plates. Variation is believed en- 
tirely due to respective modes of solidi- 
fication. All graphs indicate consider- 
ably lower values under the riser with 
optimum conditions between riser edge 
and plate edge. 


Fig. 3a (at right) . . . Illustrates effect 
of increasing riser size. As the diameter 
increases, the central depression is less 
pronounced and wider. In lowest graph 
the right hand depression is evident 
whereas effect on the left is compar- 
atively obscure. 
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J. E. BLACK / Captain, Ordnance Corps, Detroit Arsenal, Center Line, Mich 


definite dimensions and notch is 
fractured. The energy expended in 
fracturing the piece at a given tem- 
perature is then determined. 

As with other types of physical 
test specimens, there arises the prob- 
lem of securing a test coupon which 
is truly representative of the charac- 
teristic to be evaluated. Within a 
single sound casting there will be 
various modes of solidification; the 
distribution of inclusions, micro po- 


Fig. 1 . Test coupon. Letter “T" 
represents maximum casting thickness. 





Fig. 3. . . Set-up for graph at right. 


will 
may 
single 


micro shrinkage, etc., 
vary. Energy determinations 
vary significantly within a 
usable casting. 

Analysis of charpy data reveals 
that good shock properties are at- 
tained when (1) the steel matrix 
itself possesses the necessary tough- 
(2) the inclusions are not in 
the form of thin envelopes surround- 
ing the primary grains, and (3) the 
porosity, segregation, and/or shrink 
is essentially micro in character. 

Steel Matrix: By this is meant the 
pseudo homogenous steel 


rosity, 


ness, 


structure 


Set-up for graph at right. 


Set-up for graph at right. 


Fig. 3a... 


itself, devoid of inclusions, porosity, 
shrink, and macro segregation. Such 
a piece of cast steel is perhaps a 
theoretical curiosity. However, suffi- 
cient data are available which tend 
to indicate that the greatest energy 
absorption to fracture can be ex- 
pected in fully hardened (99.9 per 
cent martensite) and tempered steel, 
free of temper embrittlement 
Inclusions: Some form of inclu- 
sion is always present, even under 
the best melting practices. However, 
harmful effect on impact properties 


is minimized where the inclusions 


. Effect of the riser on small plates of two different shapes. 


are not in the form of stringers or 
envelopes around the primary grain 
boundaries, This harmful type can 
best be avoided by a low (less than 
about 0.025 per cent) sulphur con- 
tent and proper deoxidation 

Micro Porosity, Segregation, and 
Shrink: These 


responsible for 


elements are in all 
probability erratic 
results on a single test coupon, and 
for the difficulty § of 
charpy test data with service experi- 
This stems from the effects of 
upon 


correlating 


ence 
character 


They 


the solidification 


these micro conditions vary 


Note the depression that corresponds with the position of riser. 


In general, vertical bars gave lower values than horizontal bars 
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Fig. 6... Set-up for graph at right. 


from thicker to thinner sections, 
horizontal to vertical planes, prox- 
imity to risers, etc. However, the 
normal amount of micro porosity, 
micro segregation, and micro shrink 
associated with good modern steel- 
making practice, while of little con- 
sequence in serviceability under 
impact loading, is of great sensitivity 
in the charpy impact test. 

Thus, whereas the castings may 
be completely acceptable in all the 
aspects of foundry practice, heat 
treatment, and serviceability, the 
producer may find it difficult to 
establish this fact through the 
charpy test. 

The deleterious solidification con- 
ditions are generally found along 
the center line of sections, and in 
“hot spots.” A good tough structure 
may well exist throughout the ma- 
jority of the casting so that the 
referenced micro conditions have 
practically no significance in actual 
service. The problem, then, is to de- 
termine a test procedure and speci- 
men which reflect essentially only 
the final structure and inclusion 
effect. However, the sensitivity of 
the charpy test to the referenced 
micro conditions is ever present, and 
at best their effects can only be 
minimized and made as uniform as 
possible throughout the test coupon 

Since impact properties are best 
in a fully hardened and tempered 
structure, the specimen must reflect 
this state throughout the entire sec- 
tion thickness. This attribute is pred- 
icated upon hardenability and the 
cooling rate at all points within the 
casting. 

The most convenient type of test 
coupon is probably a flat plate of 
thickness equal to the thickest sec- 
tion of the casting. Studies have in- 
dicated that a charpy notch area 
taken from a mid-position which is 
at least two thicknesses away from 
any quenched edge will experience 
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Fig. 6a. . 


essentially the same cooling rate as 
the center of the thickest section of 
the casting. This corresponds to any 
position within the dashed area of 
Fig. 1. The notch should be per- 
pendicular to the large face in order 
to more truly reflect conditions at 
the center. 

If it were not for the complicating 
micro conditions, it would merely 
be necessary to select a plate large 
enough to accommodate the desired 
number of charpy samples. Unfor- 
tunately, this is not the case. Figures 
2 to 6a illustrate the way in which 
charpy values vary across the test 
plate sections, as influenced by 
shape of plate and riser geometry. 
The hardenability (medium alloy, 
nickel-chromium-molybdenum) __ is 


ample to quench out a one-inch_ 


section in an agitated water quench. 
The impact values were taken at 
-40 F. In all cases the charpy speci- 
mens were machined out consecu- 
tively across the indicated dimen- 
sions. It is quite evident on examina- 


. Six-inch traverse shows lower orders in center than ten-inch. 


tion of the graphs that where the 
charpy impact determinations are 
in the same order as the required 
minimum values, a single test plate 
may qualify or reject an entire heat, 
depending on where the specimens 
were taken. In addition, research 
studies such as transition curves 
may be seriously distorted where 
ostensibly uniform charpy specimens 
are cut from a casting. 

It is thus desirable, at the onset 
of any study of charpy impact data 
in cast steel, to determine the type 
of test plate which will yield the 
highest and most uniform values 
for the particular foundry and heat 
treating practice. The fundamental 
purpose of the charpy test is to 
determine the hardenability re- 
sponse and ultimately the inherent 
toughness of the steel. It is by min- 
imizing the test-sensitive but serv- 
ice-insensitive micro conditions that 
the more important full quenching 
and inclusion effects may be more 
accurately evaluated 


> Available: steel casting film 


® Entitled “Steel with a Thousand 
Qualities,” 37-minute color motion 
picture film is devoted entirely to the 
manufacture of steel castings. It is 
sponsored by Lebanon Steel Found- 
ry, Lebanon, Pa., where the film was 
shot. Lebanon employees made up 
most of the cast. Theme is a tour of 
the plant; shown is the production 
sequence for carbon steel and alloy 
steel castings, from blueprints to the 
completion of x-ray tests beneath a 
million-volt machine. 

The viewer is brought close to the 
are furnaces and the high-frequency 
induction melting furnaces to watch 
charging, tapping, and pouring. He 
sees pattern and molding functions, 


heading, gating, heat-treating, and 
all the other controlled steps needed 
in casting carbon, alloy, and stainless 
steel. 

The movie has already been seen 
by more than 50,000 people since its 
release a few months ago. These in- 
clude steel experts from Asia, Europe, 
and South America. Negotiations are 
now under way for the MSA to show 
the film to industrial groups in var- 
ious foreign countries. 

“Steel with a Thousand Qualities” is 
distributed by Lebanon and through 
Modern Talking Picture Service, Inc., 
New York. There are fifty-five 16- 
mm prints and one 35-mm print 
available for free showings. 
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Clay determination procedure improved 


Testing sand with included combustibles 


Procedure for determining clay in sand 
containing combustibles was submitted 
Director, 





by O. J. Myers, Technical 
Archer-Daniels-Midland Co., Minneapo- 
lis. It was developed in cooperation 
with the A.F.S. Twin City Chapter. 


® The standard siphoning procedure 
for determining A.F.S. clay does not 
distinguish between mineral and 
combustible matter such as wood 
flour, cereal, and sea coal. The test 
detailed here, however, determines 
clay in the presence of such organic 
material and is thus well suited for 
used molding sand. By washing out 
all the clay and part of the combus- 
tible, burning out the rest of the 
combustible, and then determining 
the total combustible by ignition 
from a fresh batch of the original 
sample, the clay value can be ob- 
tained by subtraction 

Equipment needed 

Basic equipment consists of a 
beaker, a siphon, and an electric 
stirrer of the malted inilk type 
Baffles of some sort should be at- 
tached to the stirrer to eliminate any 
vortex that might prevent sand 
grains from being washed clean of 
clinging clay. 

Before beginning the actual test, 
prepare a standard solution of so- 
dium hydroxide by dissolving 30 gm 
of NaOH in 1,000 ml of distilled 
water. Do not store this solution 
more than two months; discard 
sooner if it flocculates. If the sand 
to be tested contains moisture, place 
about 100 gm of it in a drying oven 
for one hour at 225 to 250 F. After 
cooling, weigh 50.00 gm of the sand 
and carefully transfer it into a 1,000- 
ml tall-form beaker. Then fill a 500- 
ml graduated cylinder to the 475 ml 
mark with distilled water. Add 25 ml 
of the NaOH solution, carefully pour 
this 500 ml of new solution over the 
sand in the beaker, and place the 
electric stirrer in it (be sure stirrer 























Analysis apparatus consists of 1,000-ml 
tall-form beaker and a siphon. Siphon 
should be made of 6-mm OD glass tubing, 
bent to approximate the shape shown. 


has a grounded electrical connec- 
tion before inserting). 

(a) Stir for 5 minutes 

(b) Fill beaker to top mark with 
distilled water, bringing water level 
6% in. from the bottom 

(c) Allow the sand to settle for 
10 minutes 

(d) Siphon off suspension so that 
1% in. of water remains in the base 
of the beaker 

(e) Refill beaker with pure dis- 
tilled water to the top mark 

(f) Stir for one minute. 

(g) Repeat steps c, d, e, and f 

(h) Allow sand to settle for 5 
minutes 

(i) Repeat steps d and e 

(j) Repeat steps f, h, and i until 
suspension is clear enough to read 


newsprint through water in the 
beaker after the 5-minute settling 
period 

(k) Siphon off water as in step d 

(1) Decant water from the 
beaker, being careful not to disturb 
the washed sand 

(m) Place beaker containing wet 
sand in the drying oven at 225 to 
250 F until all moisture has been 
driven off 

(n) Cool dried sand in a desic- 
cator 

(o) Place dried sand in a 3-in 
dry crucible and ignite in a muffle 
furnace at 1500 to 1800 F until it 
reaches constant weight. This should 
take at least one hour. Air must be 
available in the furnace to burn out 
all combustible matter 

(p) Cool sand in a desiccator 

(q) Weigh cooled, ignited, 
washed sample and subtract its 
weight from the original 50.00 gm 
Doubling the difference expresses 
clay and combustibles in per cent 

(r) Now ignite a second 50-gm 
sample of the original dried molding 
sand, as in step q. Cool it 

(s) Weigh this ignited, 
unwashed sample and subtract its 
weight from 50.00 gm. Doubling the 
combustibles 


cooled, 


difference 
alone in per cent 

(t) Subtracting the figure 
tained in step s from the figure ob- 
tained in step q gives the per cent 


of A.FS. clay 


expresses 


ob- 


No combustibles? 


Steps a through n are typical of 
wash methods for clay determina- 
tion. For testing sands containing no 
combustible matter, these basic steps 
need only be concluded by weighing 
the cool, dried sand, subtracting this 
weight from 50.00 gm, and doubling 
the difference to express per cent 
A.F.S. clay. The remaining steps (p 
through t) are obviously for the de- 
termination of combustible material, 
and therefore can be eliminated 
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Although some 12 million tons of gray 
iron castings are made each year to 
fulfill thousands of uses, their func- 
tional and economic advantages still 
are not understood by some designers 
and manufacturers and are only imper- 
fectly recognized by others. In this 
article, condensed from the Gray tron 
Founders’ Society booklet, “‘Advantages 
of the Gray Iron Casting Process and 
Products,” the author describes the 
metal casting process on the basis of 
(1) improved operational or functional 
quality of product, and (2) economic 
advantages as a manufacturing method. 


® Most direct and simplest produc- 
tion method available to industry is 
the metal casting process. Rapid 
translation of projected design into a 
finished product is achieved by pour- 
ing molten metal representing either 
exactly or within close tolerances the 
final dimensions of a desired prod- 
uct. Photographs on this page show 
the process and the product in the 
case of a moderately large gray iron 
casting. This basic advantage—sim- 
plicity of production—exists whether 
very small or very large castings are 
produced, without regard as to their 
complexity. 

Second, the external shape and 
size of castings can be suited to the 
functions they are to perform. Sand 
castings weighing from a few ounces 
to hundreds of tons can readily be 
produced in almost any shape or 
complexity desired. Some designs 
can only be economically produced 
as castings. 

For example, Fig. 2 illustrates one 
of a number of engine parts that 
would be difficult and prohibitively 
expensive to produce except as gray 
iron castings. The only real limita- 
tion on castings is ability to produce 
the desired shape in the wood, metal 
or plaster form used as a master 
pattern in molding. Actually, the 
flexibility of this molding process is 
so great it permits use of undercuts 
and curved, reflex contours not pos- 
sible with other high production 
processes. 

This design flexibility should not 
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The shortest distance between raw material... 


obscure the fact that it is always 
advisable for casting purchasers to 
consult with the foundryman during 
the design stage. Although foundry- 
men are accustomed to meeting ex- 
acting design specifications, there is 
no question but that optimum qual- 
ity, prompt delivery and service- 
ability of the cast product, and more 
particularly, maximum economy to 
the purchaser, will result from a co- 
operative effort by the designer and 
casting producer. 

A few general precautions in spec- 
ifying castings are worthy of note 
large, flat, thin sections (under 
1/16-in. thick as-cast) although fea- 
sible from a molding standpoint, are 
normally avoided in a casting as they 
usually present problems in feeding. 
Except for such limited areas as 
cooling fins, etc., heavier wall sec- 
tions should be specified. 

Parts as small as shuttles have 
been successfully cast in gray iron 
in competition with forming methods, 


but obviously a minimum size exists 
below which production methods 
other than casting become competi- 
tive or desirable. Except in such 
special cases, the known economic 
advantages of castings must be care- 
fully considered 


Permit maximum strength 


Since casting design does not de- 
pend upon any subsequent forming 
process, the optimum amount of 
metal can from the outset be placed 
in the maximum 
strength, wear resistance, etc., and 
omitted where it is not required 
This design freedom, combined with 
ability to core out unstressed sec- 
tions, often permits appreciable 
weight savings (See Table 1). 

Maximum rigidity in the final sec- 
tion is primarily a matter of design- 
ing a section of the desired shape 
This principle is shown in Fig. 1. If 
a load is applied to both casting and 


best position for 





plate, the casting, although equal 
in weight, will deflect approximately 
only one-fifth as much as the plate 

Even if the softest iron, with ap- 
proximately half the modulus of 
elasticity of steel, were selected to 
meet maximum machinability, ther- 
mal shock resistance or castability 
requirements, the gray iron casting 
illustrated would still be 2% times 
as rigid as the steel plate section 

Section contours needed to develop 
a given rigidity can be produced at 
will in the casting process, but would 
be difficult and comparatively ex- 
pensive to produce by other methods 

Other fabricating are 
limited in that producers must take 


processes 


... and finished product is a casting. 


into consideration such factors as 
feasibility and cost of welding rein- 
forcing bars, use of a design simple 
enough to permit forging, or use of 
sections thin enough to permit 
stamping. On the other hand, Fig. 3 
shows how reinforcing members can 
readily be included as an integral 
part of a casting 

Attractive product appearance for 
maximum sales appeal is readily 
achieved with castings because shape 
is not restricted to the assembly of 
preformed pieces as in welding proc- 
esses, or governed by the limitations 
of forging or stamping 

It is fortunate that the 
graduated contours and streamlining 
essential to sales appeal usually co- 
incide with conditions for 
molten metal flow in a casting, pre- 
vention of stress concentration on 
solidification, and minimum residual 
stress in the final casting. Commer- 
cial utilization of this design freedom 
is illustrated in Fig. 4. 


smooth 


easiest 


Production of a complex part as a 
single unit is possible in the casting 
process because of great design free- 
dom. This is of particular significance 
when exact alignment must be held, 
as in high-speed machinery, machine 
tool parts, or engine and plates and 
housings that carry shafts 

One-piece construction also elimi- 
nates joints and the resultant possi- 
bility of oil leakage, water leakage 
or corrosion at the joints. An engine 
block exhibiting an involved outer 
shape and a number of internal pass- 
ages is one of the most obvious ex- 
amples of combining a _ group of 
normally independent elements into 
a single integral casting. All attempts 


to replace gray iron in such a use 
by other methods of fabrication o1 
other materials have always resulted 
in a sacrifice in functional efficiency 
and economy. 

The diesel engine base shown in 
Fig. 5 is another typical example 
wherein the rigidity and vibration 
absorption of a single integral gray 
iron casting have been utilized. If 
a part requires a specially designed 
or irregular surface for maximum 
operating efficiency or possesses in- 
terior passages or pockets, the pos- 
sibility of casting the 
integral unit should 
sideration over other 
construction. 

From a quality viewpoint, a single 
integral casting is a safeguard against 
the possibility of costly assembly 
errors or mismating of parts. The 
latter is often cumulative when a 
number of pieces dovetail together 
and is an everpresent possibility in 


part as an 
receive con- 


methods of 


any complex cutting, forming or fit- 


other hand, 
one-piece 


the 
for a 


ting operation. On 
once dimensions 
casting are established as correct, 
exact duplication is automatic 

Use of the known principles of 
casting design, combined with peri- 
odic determination of physical prop- 
erties of test bars cast from molten 
metal, assures a high degree of re- 
productibility and dependability in 
casting 

This same sort of dependability is 
not as practical in such production 
methods as welding, which involves 
a large amount of skilled hand labor, 
and may result in hidden defects 
such as cracks, lack of fusion, etc 

When defects occur in castings (at 
least insofar as gray iron castings 
are concerned), they are normally in 
the form of roughly spherical shrink- 
age areas or gas holes, rather than 
cracks or seams. Such defects do not 
raise stresses to the same degree as 
cracks and are normally recogniz- 
able on surface examination or pre- 
liminary machining. The defective 
casting can detected 
and scrapped before being incorpo- 
rated in a finished unit 


generally be 


Stress freedom, simplicity 


In summarizing the functional ad- 
vantages of castings, it is clear that 
two characteristics are of direct in- 
the 
manufacturer 

The fest of these is the unusual 
design freedom obtainable only in 
castings. Given this freedom, it is 
possible (a) to suit external contours 
to almost any requirement, (b) to 
place metal at exact locations where 
rigidity, wear and 
maximum 


terest to design engineer o1 


it is needed for 
corrosion resistance, or 
endurance under dynamic stress, (c) 
to produce a complex part as a single, 
dependable unit, and (d) to confer 
an attractive, streamlined appear- 
ance, important in sales appeal 

Second advantageous characteris- 
tic is that a casting is the shortest 
path between a projected design and 
the finished product. This simplifies 
development problems and permits 
production to expand rapidly from 
a few units to thousands of units 
with a minimum of time and special 
equipment 

Economies of the casting process 
can be divided roughly into those 
associated with casting as a produc- 
tion method, and those resulting 
from favorable characteristics of the 
particular metal used in casting 

Because the casting process per- 
mits manufacture of a product as 
an integral unit, substantial econo- 
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mies in production are possible 
Production of a single casting elimi- 
nates costs of stocking, handling, 
cutting and machining several com- 
ponents. Necessity for scheduling or 
routing parts so that they will be 
simultaneously available at a loca- 
tion for assembly is also eliminated. 

Existence of the inevitable extra 
labor and supervisory costs when 
castings are not used has been recog- 
nized by some designers but is not 
always anticipated by manufacturers. 

The latter can be misled in their 
choice of production methods by ad- 
vertisements that compare only the 
price of rolled metal before assembly 
into the finished product with the 
cost of cast metal already incorpo- 
rated in the finished product. 

Preparation, welding and forming 
charges connected with the use of a 
number of rolled steel elements, 
however, greatly exceed the base 
metal cost and are determining fac- 
tors in any cost comparison. 

Figs. 6, 7a and 7b indicate the 
simplification possible in replacing 
a fabrication with a casting. In the 
chain drive housing in Fig. 6, use 
of the casting on the right eliminated 
assembly of a series of individual 
parts with savings in torch cutting, 
machining, forming and welding op- 
erations, resulting in a casting cost 
only one-third that of the weldment 

Comparison of the weldment (Fig 
7a) and casting (7b) is still more 
significant since the spidery charac- 
ter of this blower housing originally 
indicated a probable superiority for 
welding, in the manufacturer's opin- 
ion. In a production test, however, 


Fig. 1... Casting design freedom per- 
mits maximum rigidity. If load is ap- 
plied to plate A (left) and casting B 
(right), casting although equal in weight 
will deflect only about one-fifth as 
much as the plate. > 


Fig. 2. . . Diesel cylinder head sectioned 
to illustrate permissible complexity in 
a single integral casting. 
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use of a casting for this part elimi- 
nated assembling and handling 124 
separate pieces. Machining cost of 
the welded assembly was 77 per cent 
higher than that of the casting, re- 
sulting in a $222 balance in favor of 
its production as a casting. 

Undue emphasis may be given to 
possible savings in metal weight 
using a given production method as 
opposed to casting. Certainly such 
weight advantages do exist, some- 
times in favor of castings and some- 
times in favor of other methods 
More often, weight savings depend 
more on use of the proper casting, 
welding or forging design than on 
altering the production method or 
base metal. 

Individual circumstances known 
only to the producer finally control 
the choice of manufacturing method. 
While the outlined economy of pro- 
ducing a part as an integral unit 
casting may be the deciding factor 
in a majority of cases, each case must 
be considered separately before as- 
suming that any one process will 
yield the maximum combination of 
efficiency and economy. 


Decrease machining costs 


Probably the most evident saving 
associated with casting is the ability 
to decrease machining cost. Machine 
shop operations are a vital part of 
industry, but machine shop chips are 
the most costly and useless things 
that can be produced 

One designer has estimated that in 
a well-mechanized shop every pound 
of material removed by rough ma- 
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chining costs at least 50 cents. If new 
or special tooling is necessary, as is 
frequently the products 
where casting design freedom has 
not been employed, machining cost 
will increase correspondingly above 


case in 


this estimate 

Reason for reduction of machining 
expense in a casting is simple—holes, 
interior passages and pockets re- 
quired by the design, instead of 
being laboriously machined, are re- 
produced in the casting by placing 
sand cores of the correct dimensions 
in the original mold. Special surface 
contours also incorporated in 
and made a part of the original pat- 
tern design 

Obviously, savings vary with the 
complexity of the casting and the 
amount of machining that would 
otherwise be required. One division 
of General Motors has estimated an 
overall saving in machining cost of 
50 per cent by using castings 

Table 1 includes typical savings 
in machining cost reported by othe 
sources. Selecting an example at 
random, one large engine builder has 
estimated that attempting to machine 
the special port contours required 
in his diesel engine as opposed to 
casting them in the desired shape 
would increase the cost of this one 


are 


engine component by several hun- 
dred dollars 

Metal savings resulting from the 
ability of the casting process to place 
metal only where needed, and to 
omit it by out where not 
needed, are obvious. It is not always 
that this 
permits a definite 


coring 
recognized characteristic 


often saving in 
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the final as well as the rough weight 
of a component 

For example, in diesel engine parts 
careful comparison showed that use 
of gray iron castings rather than 
weldments resulted in a saving of 
14 per cent in total weight, as well 
as a 53 per cent reduction in overall 
costs. Another producer 
drastic weight savings (approxi- 
mately 50 per cent) using cast in- 
stead of forged crankshafts in the 
500 to 5000 lb weight range, because 
of ability to core out shafts and use 
hollow journals, thus avoiding su- 
perfluous weight 

Confirmation from another source 
is furnished by comparison of rough 


reports 


weights of forgings and castings in 
Table 1. It is beginning to be recog- 
nized that wider application of 
known stress analysis principles, 
coupled with the design freedom in- 
herent in casting, will result in fur- 
ther substantial savings in gray iron 
components 

From the viewpoint of economics 
it is of interest that when 
wastage does occur from manufac- 
turing, machining or processing it is 
normally less vital in a casting, par- 
ticularly a gray iron casting. High 
efficiency of the cupola as a melting 
the 


metal 


unit and general simplicity of 
permit gray iron 
scrap to be directly remelted and 
recast into the desired shape with a 
minimum material and money 
Since a casting usually 


casting process 


provides 
the shortest route from raw material 
to finished product, reducing the de- 
velopment cost of the product, this 


Fig. 3... . Reinforced cast sectional base 
of drilling machine illustrates how re- 
inforcing members can readily be in- 
cluded as part of a casting. 
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may be a deciding factor in the se 
This 


be- 


lection of the casting process 
and later savings are effected 
cause preparation of the master pat- 
tern is the only primary requirement 
and the major primary This 
cost is less than that generally in- 
volved in preparation of dies or set- 
ting up and operating special tool- 
ing or welding arrangements 
Pattern cost, in common with othe 
capital charges, must be absorbed by 
the product. Thus the greater the 
number of molds produced from a 
given pattern, the the 
chargeable to each casting 
Economic superiority of 
over individual welding of parts is 
minimum ol 


cost 


lower cost 


casting 
demonstrated when a 
three to ten castings are made from 
a pattern. The breakeven 
varies with size and complexity 
It is always possible with sand 


point 


molding to hold pattern cost to a 
minimum by selecting a pattern ma- 
terial of maximum machinability o1 
formability, and of minimum cost for 
the number of parts to be cast from 
it. No such leeway is normally pos- 
sible in constructing dies or jigs 
For example, if only one or two 
experimental castings needed 
the pattern can be made from model- 
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Hours 
Time Machining 
80 1800 
$0 1017 
34 496 
55 623 
34 976 
24 s12 
| } 43:9 


2 —EE 


Table 1... Typical savings in material 
and machining costs reported by sev- 
eral automotive manufacturers using 
castings instead of forgings. 


In emer- 
may 


ing clay, wax or plaster 
gencies, a simple mold cavity 
even be formed without a pattern 
on the foundry floor. As the number 
of castings increases, more durable 
pattern materials are needed 

These in order of increasing dura- 
bility pine, hardwood (usually 
mahogany), aluminum, and 
gray Where a favorable com- 
bination of suitable casting shape 
and high production rate exists, pat- 


are 
steel 


iron 


terns have been eliminated in special 
cases and the desired casting cavity 
cut directly into a permanent metal 
mold that can be re-used to produce 
thousands of castings 

Patterns 
can be made to embody a final con- 
machining 
Since 
the pattern is deliberately made in 


and cores for a casting 


tour exactly, reducing 


and handling to a minimum 


Fig. 4 Casting design freedom per- 
mits product streamlining and attractive 
designs as illustrated by this contoured 
machine tool assembly 





Fig. 5... This cast diesel engine base 
exemplifies how a single integral cast- 
ing permits maximum rigidity and ab- 
sorption of vibration. 

readily workable material, it can 
often be directly and quite simply 
altered to meet last minute or de- 
veloping changes in casting dimen- 
sions or product design. There is no 
necessity to scrap or redevelop jigs, 
dies or tooling setups 

The simple existence of a pattern 
on a storage rack assures the manu- 
facturer of a permanent and regula: 
supply of identical cast parts meet- 
ing his specifications. For example, 
if a casting is spoiled in the final ma- 
chining operation, or an additional 
casting is needed at a later date, it 
can normally be replaced more 
quickly and at a lower cost than a 
forging or fabrication. 

From a cost standpoint one of the 
most important features of castings, 
particularly gray iron 
that they normally available 
from a local source, minimizing de- 
lays in shipment and freight charges 
and, more important, facilitating full 


castings, Is 
are 


Fig. 6... Welded chain drive housing 
(left) cost three times as much as cast 
housing shown at right. 
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understanding of customer require- 
ments. These 
are obviously at a maximum when a 
close working relationship is main- 
the 
signers or engineers and the foundry 

The casting process is immediate- 
ly responsive to variations in prod- 
uct demand. Emergencies or vary- 
ing market conditions involving in- 
creased or decreased production can 
be immediately met at minimum cost 
since a pattern corresponding to the 
product is stored by the foundry o1 
manufacturer 

All other facilities, such as mold 
flasks and molding machines, aré 
part of standard foundry operating 
equipment and are used with a large 
number of different patterns. The 
required number of sand molds to 
meet a given demand are simply 
rammed up from individual patterns, 
using standard molding equipment, 
and the castings are poured. Cast- 
ings varying from a few ounces to 
thousands of pounds are available 
when the customer needs them 

Simplicity of the casting process 


economic advantages 


tained between customer's de- 


results in an economy generally un- 


Fig. 7a... Welded blower housing re- 
quired assembling and handling of 124 
pieces, plus expensive machining. 


obtainable with other methods of 
construction. Savings stem from four 
unique advantages: (1) ability to 
number of individual 
(2) cast- 


reduces 


combine a 
parts into a single casting 
ing design that 
machining and metal wastage to a 
(3) 
compared with equipment required 
by other production methods, and 
(4) production flexibility at low cost 


freedom 


minimum, low cost of patterns 
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Plant Layout—Planning and Practice 

by Randolph W. Mallick and Armand 
T. Gaudreau. 391 pp. Indexed. Illus- 
trated with photographs, charts and 
graphs. Published by John Wiley & 
Sons, Inc., 440 Fourth Ave., New York 
16, N. Y. $7.50. (1951) 

This practical volume, written pri- 
marily for the administrative executive 
and plant engineer, presents the results 
of years of actual experience in laying 
out industrial plants. Covered in the 
text are complete principles and prac- 
tice of plant planning and designing; 
plant layout projects, including re-lay- 
outs and new plants; designing of in- 
terior facilities such as production and 
and an 


lines, offices, etc.; 


evaluation of capital outlays and oper 


assembly 
ating costs involved 


Non-Ferrous Castings 
by R. F. Hud- 


son. 282 pp., plus appendices 
Illustrated with photographs, diagrams 
and photomicrographs. Published by 
Chapman & Hall, Ltd., 31-37 Essex S 
London, W. C. 2, England. $3.08. (1948) 
Purpose of this volume is to promote 
better understanding of 
casting problems between the practical 
foundryman and the 
presenting scientific data to the found- 
ryman concerning 
fuels, refractories, 


Non-Ferrous Castings 
Indexed 


non-ferrous 
metallurgist by 
metals 


non-ferrous 


and molding and 
core sands, molding, melting and gating 
practices for most standard copper and 


nickel base alloys 


Steel Castings Handbook 


1950 Edi- 
with 


Steel Castings Handbook 
tion. 511 pp. Illustrated 
graphs, photomicrographs and diagrams 
Published by the Steel Founders’ So- 
ciety of America, 920 Midland Bldg., 
Cleveland 15, Ohio. $4.00. (1950) 

This outstanding castings ref- 
erence volume, first published in 1941, 
has been entirely revised and expanded 
This information on 
types 


photo- 


steel 


edition contains 


of steel castings, specifications 
design considerations, applications, me- 
chanical and physical properties of cast 
steel and comprehensive technical data 
covering every phase of the cast steel 
industry. Some 440 photographs and 
sketches and 120 tables of essential data 
illustrate 520 pages of textual material 
designed for use by all producers and 


users of steel castings 


Metallurgy and Metallography 


Elementary Metallurgy and Metallog- 
raphy by Arthur M. Schrager. 297 
pp., including glossary and index. Illus- 
trated with charts, graphs, photographs 


and photomicrographs. Published by 
The MacMillan Co., College Dept., 60 
Fifth Ave. New York, N. Y. $4.75 
(1949) 

Designed to present metallurgy 
metallography to those without engi- 
neering training, this book is of value 
to technicians in almost any field and 
to workers in the foundry and related 
industries since it provides a funda- 
mental knowledge of a basic industrial 
science. This volume covers principles 
and techniques of modern metallurgy 
and contains information on character- 
istics and uses of alloys, from ore ex 
traction to finished product. Also de- 
scribed are principal foundry methods 


and 


health conference 


continued from page 43 





11:45 a.m 
12:15 p.m 


Discussion 
Adjournment for 
1:30 p.m Casting 
neth M. Smith, 
Co., Peoria, Ill 
2:30 p.m 


lunch 
Ken- 


Tractor 


Cleaning, 
Caterpillar 


Ken- 

neth Robinson, Michigan Department 
of Health, Lansing 

3:00 p.m 

3:30 p.m 


“Casting Grinding, 


Discussion 
Recess 


NON-FERROUS FOUNDRY PROBLEMS 


Introduction, A. Burns, Mag- 
National Lead Co 


8:30 a.m 
nus Metal Div 
Detroit 
9:00 a.m Nature, Manifestations,and 
Management (Medical) of Lead Poi- 
soning and Metal Fume Fever,” L 
E. Hamlin, American Brake Shoe 
Co., Chicago 
10:30 a.m.—“Measurement of Lead and 
Zine Exposures,” Wm. G Frederick 
Detroit Department of Health 
11:00 a.m ‘Control of Metal Melting 
and Pouring Operations,” George 
Hama, Detroit Department of Health 
11:45 a.m 
12:15 p.m 
1:30 p.m 


Discussion 
Adjournment for lunch 
“Control of Dust Expo- 
Bernard Bloomfield, Michigan 
Department of Health, Lansing 
Over-all V ow of Expo- 
Carey P. McCord, University 
of Michigan. Motion pictures as 
time permits 
3:00 p.m 


sures, 
2:30 p.m 


sures 


Discussion 


FINAL GENERAL SESSION 


4:00 p.m.—Summary and conclusion 
Wm. G. Ferrell, Auto Specialties 
Manufacturing Co., St. Joseph, Mich 
4:30 p.m.—Closing remarks. Presenta 
tion of A.F.S. 10-year Safety & Hy- 
giene & Air Pollution Program 


5:00 p.m.—Conference adjourns 


> Show teaching aids at annual FEF conference 





Examining teaching aids made at the University of Michigan are (left 
to right): Charles W. Briggs, Steel Founders’ Society, Cleveland; Richard 
A. Flinn, University of Michigan; Fred J. Walls, International Nickel Co., 
Detroit; and Claude B. Schneible, Claude B. Schneible Co., Detroit. The 
model foundry and take-apart model of a melting furnace were dis- 
played during the annual Foundry Educational Foundation conference at 
the Statler Hotel, Cleveland, February 14 and 15, when foundrymen and 
educators discussed casting design and foundry instruction for engineer- 
ing college students. George K. Dreher, FEF executive director, presided. 
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National officers 


PRESIDENT 


AF-S Officers 





*Walter L. Seelbach 


Superior Foundry, Inc., Cleveland 


Terms expire 1953 
VICE-PRESIDENT J. J. McFadyen 
*1. R. Wagner 


Electric Steel Castings Co., 4. O. Ostergren 


Indianapolis 


Lakey Foundry & Machine Co., 


National directors *Frank W. Shipley 


Terms expire 1952 *James Thomson 


T. E. Eagan 

Cooper-Bessemer Corp., Grove City, Pa 

L. C. Farquhar, Sr. 

American Stee] Foundries, East St. Louis, Il 

V. J. Sedion 

Master Pattern Co., Cleveland 

*F. G. Sefing 

International Nickel Co 

L. D. Wright 

U. S. Radiator Co., Geneva 

*Walton L. Woody 

National Malleable & Stee! Castings Co 
Cleveland 


Continental Fdy. & Machine Co 


E. C. Troy 
Palmyra, N. J 
Terms expire 1954 
Harry W. Dietert 
A. L. Hunt 

New York 


James T. MacKenzie 
N. ¥ 


A. M. Ondreyco 


* Member Executive Committee Oakland, Calif 


Galt Malleable Iron Co., 


Caterpillar Tractor Co., 


Harry W. Dietert Co., Detroit 


American Brake Shoe Co., St. Louis 
American Cast Iron Pipe Co., 


Martin J. O'Brien, Jr. 
Symington-Gould Corp., 


A.F.S. headquarters 
616 S. Michigan, Chicago 
Galt, Ont 
Wm. W. Maloney, Secretary-Treasurer 
$. C. Massari, Technical Director 
Jos. E. Foster, Technical Assistant 
C. R. McNeill, Technical Assistant 
A. A. Hilbron, Convention & Exhibits 


Muskegon 
Peoria, Il 


East Chicago 


Publications Committee 


H. M. St. John, Chairman 
Crane Co., Chicago 

C. H. Lerig 

Battelle Memoria! Institute, Columbus 
W. D. McMillan 
International Harvester Co., 
H. J. Rowe 

Aluminum Co. of America, Pittsburgh 
F. J. Walls 
International Nickel Co 


Ohio 
Birmingham Chicago 
Depew, N. Y 


Detroit 


A-f-S chapter directory 





Secretary-Treasurer, John F 
715 Brown-Marx Bidg., 


BIRMINGHAM DISTRICT CHAPTER 
Drenning, Kerchner, Marshall & Co., 
Birmingham, Ala 

BRITISH COLUMBIA CHAPTER Secretary-Treasurer, W. R. Holeton 
British Columbia Research Council, University of B.C., Van- 
couver, B.C., Canada 

CANTON DISTRICT CHAPTER Secretary, Wendell W. Snodgrass, Sand 
Laboratory, Massillon Steel Castings Co., Massillon, Ohio. 

CENTRAL ILLINOIS CHAPTER Secretary-Treasurer, Burton L 
Caterpillar Tractor Co., 600 W. Washington St., Peoria, Ll. 

CENTRAL INDIANA CHAPTER Secretary, Fred Kurtz, 39 E. Ninth St., 
Indianapolis. 

CENTRAL MICHIGAN CHAPTER Secretary-Treasurer, 
Moore, 256 N. Hudson St., Coldwater, Mich 

CENTRAL NEW YORK CHAPTER Secretary, J. 
Butterfield Ave., Watertown, N. Y. 

CENTRAL OHIO CHAPTER Secretary, Naaman H. Keyser, 
Memorial Institute, 505 King Ave., Columbus, Ohio 

CHESAPEAKE CHAPTER Secretary-Treasurer, Clausen A. Robeck, Gib- 
son & Kirk Co., Warner & Bayard Sts., Baltimore 30, Md 

CHICAGO CHAPTER Secretary, Robert L. Doelman, Miller & Co., 332 
S. Michigan Ave., Chicago, Ill. 

CINCINNATI DISTRICT CHAPTER Secretary, William Oberhelman 
gmc Ritter Foundry Co., 3323 Colerain Ave., Cincinnati 

jo. 

DETROIT CHAPTER Secretary, R. L. Orth, 103 Pallister Ave., Detroit 2 

EASTERN CANADA CHAPTER Secretary, Alfred H. Lewis, Dominion 
Engineering Works, Ltd., P.O. Box 220, Montreal, Que 

EASTERN NEW YORK CHAPTER Secretary-Treasurer, Edwin S. Law- 
rence, Foundry Forge & Pattern Div., General Electric Co., 1 River 
Road, Schenectady. 

METROPOLITAN CHAPTER Secretary, J. F. Bauer, Hickman, Williams 
& Co., 70 Pine St., New York. 

MEXICO CITY CHAPTER Secretary, Francisco Diaz Covarrubias, La 
Consolidada, S.A., Calle LaVid #103, Col, Nueva Santa Maria 
Mexico 16, D. F., Mexico. 

MICHIANA CHAPTER Secretary-Treasurer, V. C. Bruce, Frederic B 
Stevens, Inc., 1504 Lawndale Rd., Elkhart, Ind 

MO-KAN CHAPTER Secretary, J. S. Weeks, Independence Stove & 
Furnace Co., Independence, Mo. 

NORTHEASTERN OHIO CHAPTER Secretary, Robert D. Walter, Found- 

Products Div., Archer-Daniels-Midland Co., 2191 W. 110th St., 
leveland, Ohio. 

NORTHERN CALIFORNIA CHAPTER 
Market St., San Francisco. 
NORTHERN ILLINOIS-SOUTHERN WISCONSIN CHAPTER Secretary, 

Martin Putz, Fairbanks, Morse & Co., Henderson Ave., Freeport, Ill 

NORTHWESTERN PENNSYLVANIA CHAPTER Secretary, Bailey D. Her- 
rington, 312 Euclid Ave., Erie, Pa. 

ONTARIO CHAPTER Secretary-Treasurer, G. L. White, Westman Pub- 
lications, Ltd., 137 Wellington St. W., Toronto, Ont., Canada. 
OREGON CHAPTER Secretary-Treasurer, M. O. Woodall, Rich Mfg. Co., 

Portland, Ore. 


Bevis 


Richard K 
Francis Dobbs, 317 


Battelle 


Secretary, Davis Taylor, 593 
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PHILADELPHIA CHAPTER Secretary-Treasurer, W. B. Coleman, W. B 
Coleman & Co., 9th and Rising Sun Ave., Philadelphia 

QUAD CITY CHAPTER Secretary-Treasurer, R. E. Miller, 4115 7th Ave 
Moline, Ill 

ROCHESTER CHAPTER Secretary-Treasurer, Duncan Wilson, American 
Brake Shoe Co., 10 Mt. Read Blvd., Rochester 11 

SAGINAW VALLEY CHAPTER Secretary, F. James 
Peace St., Saginaw, Mich 

ST. LOUIS DISTRICT CHAPTER Secretary, 
Sulzer Bros. Diesel Engine Co., Div 
S. Second St., St. Louis 18 

SOUTHERN CALIFORNIA CHAPTER Secretary, Hubert Chappie, Na- 
tional Supply Co., 1524 Border Ave., Torance, Calif 

TENNESSEE CHAPTER Secretary-Treasurer, Richard E. Kirchmayer 
Sterling Wheelbarrow Co., 517 Hamilton Bank Bldg., Chat- 
tanooga 

TEXAS CHAPTER Secretary, J. M. Hollingsworth, 4024 Marquette Ave 
Dalias 5. 

TIMBERLINE CHAPTER Secretary, Tom W. Widener, 1821 W. Chaffee 
Place, Denver 

TOLEDO CHAPTER Secretary-Treasurer, R. C 
Corp., 1414 E. Broadway, Toledo, Ohio 

TRI-STATE CHAPTER Secretary, David W. Harris, Frank Wheatley 
Pump & Valve Mfg. Co., 2721 W. Easton, Tulsa, Okla 

TWIN-CITY CHAPTER Secretary-Treasurer, Lillian K. Polzin, Minne- 
apolis Chamber of Commerce, 1750 Hennepin at Groveland Ter- 
race, Minneapolis 

WASHINGTON CHAPTER Secretary, F. R. Young, E. A. Wilcox Co 
517 Arctic Bidg., Seattle 4, Wash 

WESTERN MICHIGAN CHAPTER Secretary, Fred J. De Hudy, Centrif- 
ugal Foundry Co., Sherman Bivd., Muskegon Heights, Mich 

WESTERN NEW YORK CHAPTER Secretary, R. E. Walsh, Hickman 
Williams & Co., 32 Eastwood Place, Buffalo, N. Y 

WISCONSIN CHAPTER Secretary, Albert F. Pfeiffer 
West Allis 14, Wis 


McDonald, 538 


Paul E. Retzlaff, Busch- 
Nordberg Mfg. Co., 3300 


Van Hellen, Unitcast 


1610 S. 78th St 


STUDENT CHAPTERS 


MIT Secretary-Treasurer, Robert J. Murphy 

UNIVERSITY OF ILLINOIS Secretary, W. V. Putz 

MICHIGAN STATE COLLEGE Secretary-Treasurer, Herbert J. Schlachter 
UNIVERSITY OF MINNESOTA Secretary-Treasurer, Gerald A. Sporre 
MISSOURI SCHOOL OF MINES Secretary, Joe L. March 

OHIO STATE UNIVERSITY Secretary-Treasurer, Edward J. Bazel 
OREGON STATE COLLEGE Secretary, Leonard M. Preston 

TEXAS A & M COLLEGE Secretary, W. E. Johnston 

UNIVERSITY OF ALABAMA Secretary, Richard E. Ray 
NORTHWESTERN UNIVERSITY Secretary-Treasurer, Robert Bal! 
PENN STATE COLLEGE Secretary, Ronald Altobelli 

UNIVERSITY OF MICHIGAN 
















s}tom elaetel trai loya 
job ahead ... 


RADIOGRAPHY checks procedure 


I o. you see a radiograph of a car engine block. 
It was a new design—almost ready for production. 
It was important that it be sound, free from sand 
or gas holes—and with no core shifts. 

To be sure, pilot castings were radiographed. It 
was the one way to know these internal conditions 
without destroying the casting. 

More and more foundries are making radiography 
a routine procedure. It is the way to be sure only 


Radiography... 


another important function of photography 





high-quality work is released. In production runs it 
indicates ways in which methods can be improved 
and yield increased 

If you would like to know how radiography could 
improve your plant operation, talk it over with your 
x-ray deal r Also, if you wish, we'll send you a 
free copy of “Radiography as a Foundry Tool.” 
EASTMAN KODAK COMPANY 
X-ray Division, Rochester 4, N. Y. 


TRADE - MARK 


.... Amprove Quality, Too! 


SUTTER Automatic Draw Machine 
with Power Rollover 


The Sutter Core Draw Machine is completely automatic. The 
operator needs only to push the start button and remove the drawn 
cores from the table. Since this automatic cycle takes only six seconds 
—from clamping of the dryer until the drawn core rests on the table— 
production is increased 300% to 400%. At the same time, because 
every core is drawn automatically and uniformly, even unskilled 


Operators can maintain peak output of the most complicated cores. 


The Sutter Core Draw Machine is equipped with a double roll- 
over frame so that the operator can blow one core while another is 
being drawn. Power-rollover and draw have speed control for regu- 
lation to any production cycle. Thus, these versatile machines may be 
used with an automatic core blower—on either or both sides—where 
the operator blows and draws cores or in a loop set-up where cores 


are hand drawn. 


Four standard sizes meet the requirements of most foundry applica- 
tions but specials can be developed for the unusual job. Complete 


information is contained in Sutter Bulletin ‘‘F'’. Send for it today. 


PRODUCTS COMPANY 


2005 WESTWOOD AVENUE . DEARBORN, MICH. 
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People + 


American Foundrymens Society 


erelrodeces 


New Sustaining 


Members 


Kondu Mfg. Co., Ltd., Preston, Ont D. 
H. Kirkwood, Managing Director, (On- 
tario Chapter)—Conversion from Com- 
pany 

Neenah Foundry Co., Neenah, Wis 
Aylward, Pres., (Wisconsin 
Conversion from Company 


A. J 
Chapter) 


New Company Members 


Compania Industl. del Norte, S. A., Sal- 
tillo, Coahuila, Mexico, Isidro Lopez, Jr 
Mgr. (Mexico Chapter) 

J. B. Ehrsam & Sons Mfg. Co., Enterprise 
Kansas, Les C. Parrish, Fdy. Supt., 
(Mo-Kan Chapter) 

Maryland Brass & Metal Works, Balti- 
more, Md., Stanley Gisriel, Secy. & 
Treas. (Chesapeake Chapter) 

The Teziutlan Copper Co., S. A., Mexico 
D. F., Mexico, Pedro Gomez, Sales Mgr 
(Mexico Chapter) 
Tiona Petroleum Co., 
A. Fred 
Chapter) 
Wiehl Brothers Brass Foundry, Inc., 
Brooklyn, N. Y., Edward C. Cooke 

(Metropolitan Chapter). 


Chapters 


Birmingham District 


Philadelphia, Pa., 
Westburgh (Philadelphia 


Mark V. Adkison, Melting Supt., Jack- 
son Industries, Inc 

H. M. Scoonover, Sales Repr 
tion Improvement Co 


Combus 


British Columbia 


Clayton E. Chow, Lab. Helper, Al Steel 
Foundry 

George I 
Foundry 

K. Motherwell, Prod. Mgr., Foothills 

Steel Foundry & Iron Works, Ltd 

Robert M. Linn, Molder, Vivian Diesels 
& Munitions, Ltd 

Walter Potoroka, Core Room Fmn., Viv- 
ian Diesels & Munitions, Ltd 

E. M. Vye, Sales Mgr., Foothills 
Foundry & Iron Works, Ltd 


Croy, Lab. Helper, Al Steel 


Steel 


Canton District 


Edward O. Ellis, Time Standards 
illon Steel Casting Co. 


Mass- 


Central Indiana 


Ali S. Argon, Student, Purdue University 
A. R. Downey, Supt. Molding, Interna- 
tional Harvester Co. 


Meyer Time 
Robinson & Co 
Michaels, Time Study 
Robinson & Co 
Harold A. Montgomery, Staff & Student 
Purdue University 
Leslie M. Munts, J: 
University 
H. M. Oshry 
Oshry Co 
Eugene Peters, Gen. Fmn., Electrical 
Maint., International Harvester Co 
Charles A. Schindler, Sales Repr., Walsh 
Refractories Corp 
Marshall Eugene Turner 
University 
Robert J 


University 


George Study Engr 
Swayne 


Charles F 


Swayne 


Engr 


Purdue 


Student 


Consulting Engr., H. M 


Student, Purdue 


Wimmert, Student, Purdue 


Central Michigan 


Robert B. Abbott 
ufacturing Co 
Norman L. Murray 
Manufac turing Co 
Verne Osborn, Industrial 


sive Co 


Vice Pres., Gale Man- 


Prod. Mgr Gale 


Metal Abra 


Central New York 


John J 
& Son 
Fred Clisson 
Shop, Inc 

Roy Marlow Quality 
Visol Oberdorter Foundries Inc 

Richard L. Perry Fmn., Oberdorfer 
Foundries, Inc 

John L. Schmieder, J 
Oberdorfer Fo 

Stephen R 


Pneun 


Caldwell, Partner, L ‘aldwell 


Vice Pres., City Pattern 


Customer Super- 


Research Engr., 
indries, Inc 
Stilp, Jr.. Sales Engr 
itic Tool Co., Ine 


Master 


Chesapeake 


Albert E. Buchanan, J 
man & Sons, Inc 
George A. D'Andrea 
Supt., Danko Patter 
Stanley Gisriel, Secy. & Trea 

Brass & Metal Works 


Sales, K. Hettle 
Asst. Pattern Shop 
n & Mfg. Co 

Maryland 


Chicago 


W. Frederic Guth, Beardsley & Piper Co 

Harvey W. Johnson, Safety Engr., Air 
craft Engine Div., Ford Motor Co 

Richard C. Lunaburg, Casting Engr. Air- 
craft Engine Div., Ford Motor Co 

J. P. Moninger, Sales Mgr Foremost 
Foundry Supply Co 

Arthur P. Pedersen, Student 
of Illinois, Navy Pier Branch 

Frank A. Rainis, Fdy. Engr., Ford Motor 
Co 

Charles I. Sheehan, Field Repr 
Foundry Association 

John G. Torhan, Continental Foundry & 
Machine Co 


University 


National 


Richard F Student, [ 
of Illinois 


Herbert W. Whitney, Met. Eng 


Laughlin, Inc 


Wharton 


Cincinnati District 
Robert W. Philips, Chief Industrial Eng: 
Hamilton Foundry & Machine Co 
J. H. Tillman, Salesman, Hickman 
ms & Co 


Will 


Detroit 


Met Bohn Alu 


Tares Gach 


Brass Corp 


Eastern Canada 

Jacques Boulianne, Mgr., Bouliane Br 
Foundry 

Andre Champagne 
Arts et Metiers 

Charles Hayward 
McCall & Co., Ltd 

J. Aime Estimator 
Engineering Works 

J. Eddy Mayo 
et Metiers 

Claude Provost, 
et Metiers 

Grant Steven 
Call & Co 


Student, Ecole Des 


Salesman, Drummond 


Loiseau Dominion 


tor, Ecole des Arts 


Instruc 


Student, Ecole de irts 


Salesman, D ond Me 
Ltd 


Eastern New York 


Millard N. Ruoff 


Metropolitan 


Robert G. Baumlet Jr 
American Brake Shoe Co 
Robert L. Conroy, Met., Cru 
Co. of America 
Edward C. Cooke 

Foundry, Inc 
Paul H. Ducharme, U. S. Naval 
yard, N.Y 
Erich Fetz, Director of Research, [ S 
Bronze Powder Works, Inc 
Morton L. Katz, U. S. N 
N.Y 


Jerry 


cible Steel 


Wiehl Bros. Bras 


Ship 


Kershner, Student, [ 
Shipyard, N. Y 

Kenneth H. Kirgin, Ope 
American Brake Shoe Co 

H. I. Nilsson, Salesman, John 
Sales Cor} 

Polli H. Patell, Cooper 

Donald Smith, Operating 
ican Brake Shoe Co 

...& Sale 
Sales Corp 

Herbert G. Wiegand, Spec. Appt 
ican Brake Shoe Co 


Appr 


rating 
Manville 


Alloy Foundry Co 
App! 
John 


Varney man 


Mexico City 
Mario Amarilla Com 
pania Industrial Del 
Abelardo Cardenas, Asst. Prod. Mgr 
Compania Industrial Del Norte, S. A 
Sales Mgr Teziutlan Cop 


Control Supt 
Norte, S. A 


Pedro Gomez 
per Co., S.A 
Javier Lopez 
dustrial Del 
Jorge 
Compania 


Fdy Mer 
Norte, S.A 

Lopez Purchasing Agent 

Industrial Del Norte, S. A 

Isidore Lopez, J1 Mgr Co 
dustrial Del Norte, S 

Jesus Vazquez R., Fdy 
Industrial Del Norte 


continued on 
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Planning to POUR MORE? 


If your expansion plans include the erection 


of a new foundry, an addition or extension to / 


your present production facilities... in 
/7 ely . 


Complete service on all phases of ENGINEERING - CONSTRUCTION +» EQUIPMENT 


EXECUTIVE OFFICES: Ferguson Building, Cleveland ¢ NEW YORK 
OFFICE: 19 Rector St. © HOUSTON OFFICE: 2620 South Main St. 
CHICAGO OFFICE: 1 N. LaSalle Building ¢ LOS ANGELES OFFICE: 
810 Title Guarantee Bidg. © CINCINNATI OFFICE: 31 E. 12th St. 


70 + American Foundryman 








Chapternews 


Northwestern 
Pennsylvania 


EARL M. STRICK 
Erie Malleable Iron Co 


Directors’ meeting January 28 at the 
Moose Club, Erie, had as its chairman 
Fred Carlson, Weil-McLain Co., pre- 
siding in the absence of Chairman 
Douglas C. James, Cooper-Bessemet 
Corp 

Business taken up at the meeting in- 
cluded a report on the Christmas Party, 
a report by Treasurer Clyde Cooper, 
and a talk by A.F.S. National Director 
Martin J. O’Brien, Jr., Symington- 
Gould Corp., Depew, N. Y., on the 
chapter’s membership drive results 

The chapter is the eighth in the coun- 
try to reach its membership quota of 
160, Mr. O’Brien reported 

H. F. Scobie, editor, American Found- 
ryman, spoke on the value of the 
“Foundrymen’s Own Magazine” in 
keeping foundrymen posted on latest 
technical developments, and urged that 
all Northwestern Pennsylvania Chap- 
ter members be on the lookout for news 
material of interest to the entire in- 
dustry 

Concluding, Earl M. Strick, Educa- 
tional Chairman, presented a program 
on foundry education, assisted by car- 
toonist Bill Snyder of Erie 


Quad City 


ERIC WELANDER 
John Deere Malleable Works 


February 18 meeting, held at the Ft. 
Armstrong Hotel, Rock Island, IIl., had 
as its speaker Bruce L. Simpson, Na- 
tional Engineering Co., Chicago, who 
discussed “The Development of the 
Metal Castings Industry.” 

The speaker effectively outlined the 


early stages and growth of our industry, 
then spoke of the crafts and arts of the 
middle ages and traced the continu- 
ation of foundry practice down to 1896, 
the year of the organization of A.F.S 
Following Mr. Simpson’s talk, a mo- 
tion picture “The A-D-M of Cores” was 
shown. The film emphasized the need 
for control in foundry core rooms in 
order to produce quality products 


Central Ohio 


N. H. KEYSER 
Battelle Memorial Institute 


February 11 meeting had as its guests 
design engineers from foundries in the 
area. A record attendance of more 
than 130 heard William T. Bean, Jr., 
Detroit foundry consultant, speak on 
“Good Casting Design—on Purpose.” 

Mr. Bean presented factors involved 


snapped by photographer 
Henry Yeager, International Harvester Co., 
indianapolis, at Central indiana Chapter's 
February 4 meeting included, left to right: 
Paul Uimer, Link-Belt Co.; C. T. Marek, Pur- 
due University; A.F.S. National Vice-President 
1. R. Wagner, H. A. Bolz, Purdue University, 
and Vice-Chairman Carl! Schopp, Link-Belt Co 


Smiling group 


in design of castings by means of a tri- 
angle. One leg of this triangle was 
knowledge of the metal, which, Mr 
Bean pointed out, might be quite dif- 
ferent in a casting as compared with 
a test bar. The second leg of the triangle 
was design, based on the engineer's best 
estimation of stresses encountered in 
service. The final leg was the load that 
the part must bear in service 

All three legs of the triangle are in- 
terrelated so that a change in one must 
be met by a change in the others. The 
engineer uses safety factors to compen- 
sate for the uncertainties in each step 

Mr. Bean suggested a new approach 
to developing the design of a new cast- 
ing or structure. The essence of this 
approach is to make a close approxi- 
mation of the design by the usual stress 
analysis methods, then make a test 
structure 

Subject the test structure to the loads 


i, chi Li 





Michigan State College Student Chapter 


$ g a cor 9 


during a visit to Eaton Manufacturing Co.'s foundry, Vassar, Mich., January 21. 
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At the speakers’ table at Ontario Chapter's January 25 meeting were, from left: Vice- 
Chairman Andrew Reyburn, Cockshutt Plow Co.; Jack King, Archer-Daniels-Midland Co., 
Toronto, evening's speaker; Chapter Chairman Reginald H. Williams, Canadian Westinghouse, 
Ltd.; and C. A. Thompson, Galt Malleable tron Co., Ltd. 





Checking over the evening's program at Saginaw Valley Chapter's January 3 meet were, left 
to right: J. C. McDonald, Dow Chemical Co.; Fred P. Strieter (leaning over) also of Dow; 
Chapter Chairman Albert Edwards, Chevrolet Grey Iron Div., GMC; and Woodrow Holden, 
Eaton Mfg. Co. Photo: Ken Priestley, Vassar Electroloy Co. 


Caught by chapter photographer Walter V. Napp, Delta Oil Products Co. just before Wisconsin 
Chapter's January meeting were, left to right: Chapter President George E. Tisdale, Zenith 
Foundry Co.; ‘Coffee Talker’’ D. W. Melton and assistant, Mr. Austin, both of Wisconsin 
Telephone Co.; and Program Chairman R. V. Osborne, Lakeside Malleable Castings Co. 
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it will meet in service, he said, and 
analyze the actual stresses with stress 
coat and strain gauges. Corrections can 
then be applied to the structure by add 
ing metal to, or even removing meta 
from appropriate places 

Because of the similarity between the 
flow of stresses in a structure and the 
flow of metal in the mold, foundry 
problems usually disappear when the 
stress problems disappear, Mr. Bean 
said 

Another important advantage of stre 
analyses on actual structures is that 
good design can be extrapolated t 
larger castings, thereby, saving a large 
amount of effort in design when the 
need arises to build similar but large 
structures, he concluded 


N. Illinois—S. Wisconsin 


J. S. ZABEL 
Zabel Foundry Sales, Inc 


February 12 meeting opened with 
lobster dinner and a short film or 
“Trout Fishing in Canada 

Speaker Edward C. Mathis, Pickand 
Mather Co., spoke on “Operation of the 
Cupola.” Mr. Mathis first explained the 
chemical reactions that take place in the 
cupola and told how the melt is af- 
fected by bed height, type of coke : 
scrap, number and_ distribution 
charges and air flow 

Mr. Mathis further explained the need 
for good blowing equipment to insure 
a constant temperature and melting 
rate. 

He concluded by describing various 
types of mechanical chargers and their 
effect on flow of air. 

January 12 meeting had as its speake 
C. V. Nass, Beardsley & Piper Div., Pet- 
tibone Mulliken Corp., Chicago, presi 
dent of the Foundry Equipment Manu 
facturers’ Association 

Mr. Nass outlined plans for the forth 
coming A.F.S. International Foundry; 
Congress & Show, Atlantic City, May 1 
through 7, and narrated Beardsley & 
Piper's film, “Molding Mechanization 


Missouri School of 
Mines 


JACK H. THOMPSON 


February 13 meeting had as its speak 
er A.F.S. National President Walter L 
Seelbach, who told of his recent trip t 
Europe, where he made arrangement 
for foundry technical societies to par 
ticipate in the 1952 A.F.S. Internationa 
Foundry Congress & Show in Atlantic 
City, May 1 through 7. Mr. Seelbac 
also commented on foundry conditior 
in Europe 

Among recent activities of the Stu- 
dent section was an all-day tour an 
supper meeting in St. Louis. This tou: 
included East St. Louis Castings Co 
General Steel Foundries and Great 
Lakes Carbon Co. The supper meetin 


was sponsored by our very gener< 





and helpful big brothers, the St. Louis 
District Chapter. We appreciate the 
help and encouragement given by the 
St. Louis Section and wish to take this 
opportunity to thank every one of their 
members and officers 

Included among the guests at the 
meeting were: A.F.S. National Direc- 
tor A. L. Hunt, American Brake Shoe 
Co.; St. Louis District Chapter Chair- 
man Ralph M. Hill, East St. Louis Cast- 
ings Co.; John Williamson, M. A. Bell 
Co.; R. Patton, Patton Equipment Co.; 
National Director L. C. Farquhar, Sr., 
American Steel Foundries; Jack Culling 
and Norman  Peukert, Carondelet 
Foundry Co 


Eastern Canada 


A. E. CARTWRIGHT 
Crane, Ltd 


January 11 meeting speaker was Jack 
King, Archer-Daniels-Midland  Co., 
Toronto, who presented the color-sound 
film, “The A-D-M of Cores.” 

Mr. King narrator for the 
film, which deals with the practical ap- 
plication of sand and binder character- 
He also commented on the se- 
quence of water, cereal and core oil 
additions to the batch and quoted the 
differences found in green and 
dry strength resulting from varying the 
sequence of additions 


acted as 


istics 


sand 


Chicago 


DEAN VAN ORDER 
Burnside Steel Foundry Co 


January Round Table Meeting at- 
tracted the largest turnout of the sea- 
son. The meeting opened with a short 
Safety in the Shop.” 
Burnside Steel 


film, “General 


shown courtesy of 
Foundry Co 

A.F.S. Northwestern University Stu- 
dent Chapter Chairman Robert Cech 
invited all Chicago Chapter members to 
attend a school at North- 
western University. Classes started the 
second week in February and were held 
Wednesday for 


four-week 


each four consecutive 


Talking shop before Central Iilinois Chapter's January 7 meeting were, from left 
Gregory, Caterpillar Tractor Co., Peoria, Ill.; speaker H. M. St 


M. J 
John, Crane Co., Chicago; 


and A.F.S. National Director Frank W. Shipley, also of Caterpillar 


Accompanied by comely accordionist Phyllis Holt, A. B. Jackson, Ill, Electric Steel Foundry 
Co., Portland, led group singing at Oregon Chapter's Christmas Stag Party, December 14 


weeks, covering marketing, 
plant layout and quality control 
The Gray Iron and Malleable 
sion under the chairmanship of Cecil F 
Semrau, Illinois Malleable Iron Co. had 
as its speaker, R. P. Schauss of, Werner 
G. Smith Co., Chicago. Mr. Schauss’ 
topic, “Foundry Core Practice,’ 


personne! 


Divi- 


was o! 
general interest to all the foundrymen 
William L. Rudin, Elesco Smelting 


Award winners in Southern California Chapter's Apprentice Patternmaking Contest who were 


honored at the chapter's February 8 meeting were, from left 


Phil Campbell, first prize; 


Donald Bonk, second; Lee Sanders, third; and Peter Meursinge and Donald Kidson, honorable 
mentions. Photograph courtesy Ken Sheckler, Calmo Engineering Co 


Co., served as chairman for the Non 
The subject, “Non 
was handled very 
Englewood Pat 


of the problems con- 


Division 
Ferrous Patterns,” 
well by Richard Olson 
Many 
pattern 


Fer rous 


tern Co 
fronting makers in the con 
struction of non-ferrous patterns were 
discussed by the group. The consensus 
was that many foundry customers could 
do a lot to simplify casting design, re 
sulting in a lower priced pattern and 
casting 

The Steel Division chair 
manship of Harry Hunt, Pettibone Mul 


liken Corp 


under the 
sponsored a presentation 
and discussion on blowing. The 
speakers, Victor Rowell, Archer-Dan- 
iels-Midland Co., and L. D. Pridmore 
International Molding Machine Co 
were well versed on their topic and in 
formed foundrymen of some latest de 


core 


velopments in core blowing practices 

With the use of some 
cores of 500 pounds 
very easily Mr Prid- 
of the problem 


improved core 
blowing machines 
blown 
that 
encountered in core blowing were due 
to lack of proper venting. Mr. Prid 
more exhibited several types of venting 
felt were 
proved over the old methods 


continued on page 76 


can be 


more felt many 


which he very much im 
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Buhler 


ABRASIVE CUT-OFF 
MACHINE 


for the Metallur- 
gical Laboratory 


a complete line 








for your 


specific need 








There’s a specific Lindberg-Fisher furnace 


to exactly fit your precise melting and 
° one P The Buehler Cut-off Machine No. 1000 is a solidly built 
holding need. Whether it's gas—oil— | heavy duty machine free from vibration and side play 
electric— induction —arc—or high fre- | with capacity for cutting specimen sections up to 312” 
r,s P Cutting is done on the front of the wheel and is con- 
quency — it's included in the complete trolled by a convenient outside lever. With the cover 
‘ Fi . , closed, the cutting operation can be viewed through a 
Lindberg Fisher furnace line. That's why heavy wired glass window. Regular equipment includes 
3 HP totally enclosed ball bearing motor 1750 r.p.m., 220 
v., 60 cycle, AC, 3 phase; pump motor 44 HP, 220 v., 60 


out prejudice recommend the furnace to cycle, 1 phase; six cut-off wheels 12” x 3/32” x 1%4 
| Wheels not in use are stored in a spacious compartment 


best fit your needs—regardless of type. in the base, which also contains a removable sludge col- 
lection chamber. The self-contained cooling system pro- 
vides a flood of water for cool cutting. Overall dimensions 
31” x 47” x 64” Shipping weight, 1400 pounds. 


our engineers can intelligently and with- 


SEND TODAY FOR BULLETIN 551 
The BUEHLER line of specimen preparation equipment inciudes 
Twelve Mustrated pages giving dees, —CUT-OFF MACHINES @ SPECIMEN MOUNT PRESSES @ 


capacities, construction details and primary POWER GRINDERS * EMERY PAPER GRINDERS ® 
seat . HAND GRINDERS ¢ BELT SURFACERS ¢ POLISHERS 
pplication: of the complete line, @ POLISHING CLOTHS AND POLISHING ABRASIVES 


LinoetRe in Oeil ke 


sia oh yea | wy een recurs 
2463 W. Hubbard Street Chicago 12, Illinois 
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vse MEXATOP 


GET HIGHER YIELD... LOWER SCRAP LOSS 
AND IMPROVE YOUR STEEL CASTING QUALITY 


MEXATOP forms an insulating cover on the molten surface 


of casting risers . . . keeps the riser metal fluid longer 
MEXATOP will not affect casting analysis 
MEXATOP is easy to apply and costs only about '2¢ per 6-inch riser. 


MEXATOP has been proved in use by America’s largest steel producers . . . 
let us arrange a test and prove it to you. 


For complete information, write for new bulletin today. 


THE UNITED STATES GRAPHITE COMPANY 


DIVISION OF THE WICKES CORPORATION * SAGINAW, MICHIGAN 
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Joint meeting of Texas Chapter and Texas A & M Student Chapter at College Station, Texas, 
in December featured a tour of the campus and school foundry and a dinner. 


Attending a directors’ meeting of Toledo Chapter, held in January at the Toledo Yacht Club, 


were from left: Directors B. J. Beierla, H. Schwab, Vice-Chairman J. G. Blake, 
J. A. Mescher, Director J. Cauffiel, Secretary-Treasurer R. C. Van Hellen, 


Chairman 
Directors Frank 


Beierla and Wayne Camp, and Publicity Chairman Gerald Grott 


Canton District 


WILLIAM T. COLE 
Canton Malleable Iron Co 


February 7 meeting subject was 
‘Non-Destructive Testing with X-Ray 
and Radium,” with Royal G. Tobey of 
Eastman Kodak Co., Rochester, N. Y., 
speaking 

Using slides, Mr. Tobey presented his 
talk effectively. The meeting was in- 
formative and constructive and appar- 
ently the subject appealed to foundry- 
men of the area, since the chapter had 
its largest turnout in years—71 mem- 
bers. Chairman C. B. Williams, Massi- 
lon Steel Castings Co., presided, with 
A. O. Prentice, Stark Foundry Co., act- 
ing as program chairman 


Metropolitan 


WILLIAM T. BOURKE 
American Brake Shoe Co 


Approximately 125 foundrymen turned 
out to hear a long-awaited talk on 
“Gating and Risering” by Howard F. 
Taylor, Massachusetts Institute of Tech- 
nology. Technical Chairman was J. S. 
Vanick, International Nickel Co., who 
will also serve as chapter chairman for 
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the remainder of the season, substitu- 
ting for D. F. O’Connor, who has gone 
to Europe 

Professor Taylor's talk 
fundamentals, and he spoke generally 


emphasized 


of all cast metals 

Fluidity 
ability of metal to fill a mold complete- 
ly. For a given metal, fluidity is af- 
fected primarily by The 
fluidity spiral offers better control than 
the optical pyrometer, Mr. Taylor 


was defined as being the 


temperature 


said 


Gating systems should be designed to 
avoid turbulence which results in the 
entrapment of gases and dirt, causing 
drossiness and porosity. Some of the 
techniques recommended to help pre- 
vent turbulence were: using the small 
est size sprue practicable, avoiding 
both horizontal and vertical 
corners, tapering sprues downward 
streamlining pouring basins, 
sively decreasing cross-section of run- 


square 
progres- 


ners, and using strainer cores and skim 
dams 

With regard 
strongly advocated the use of insulating 
and topping compounds 
as an effective means of 
riser efficiency. Interdendritic 
age caused by the long 
range with certain 
can be corrected only by the use of 
chills, he stated 


to risers, the speaker 
sleeves riser 
increasing 
shrink- 
solidification 


associated metals 


Northeastern Ohio 


ROBERT H. HERRMAN 
Penton Publishing Co 


Upton Close, radio commentator and 
lecturer, 202 members and 
guests of Northeastern Ohio Chapter of 
the AFS Jan. 10 at Tudor Arms Hotel 
Cleveland. Titling his talk “The Powe, 
Lovers,” Mr. Close outlined the de- 
velopment of socialism since its incep- 
tion in Germany in 1776. He discusse 
inroads it has made in this country and 
pointed to its influence in recent trends 
of governmental thinking and acting 

According to Mr. Close, the United 
States has departed from nationalistic 
concepts and has become strictly inter- 
nationalistic, involved in world federa- 
tion, and save the world plans. This 
policy, he says, has been fostered by 
those whose thinking is socialistic 

In concluding, Mr. Close touched upon 


addressed 


present corruption in government. He 
remarked that we have synthetic pros- 
perity because of production for de- 
struction, oiled by corruption. He cited 
government statistics to illustrate the 
synthetic prosperity we have: Income 
of the average American worker in 
1941 was $1800. Today it is $3000. What 


Harry E. Graviin, Ford Motor Co., Dearborn, Mich., uses a defective casting to point up his 


talk on ‘‘Sand, Metal and Men" 


at Michiana Chapter'’s February 11 meeting. 





the average American does not seem to 
realize, however, is that today’s $3000 
represents 6 per cent lower purchasing 
power than the $1800 in 1941, according 
to the government's cost of living index 


Tri-State 


ERIC WELANDER 
John Deere Malleable Works 


More than a hundred foundrymen and 
guests braved snow, sleet and slippery 
streets to hear H. K. Briggs, Miller & 
Co., Chicago, on “Cupola Practice.” 

Mr. Briggs discussed many of the im- 
portant phases of cupola operation from 
both a technical and practical view- 
point. He also brought out the advan- 
tages and disadvantages of variations in 
cupola construction, such as balanced 
blast, front slagging cupolas, etc. The 
basic lined cupola was also described 
briefly 

The importance of obtaining more in- 
formation with respect to slag composi- 
tion and formation both in basic and 
acid lined cupolas was emphasized. 

Martin Liedtke, Farmall Works, In- 
ternational Harvester Co., served as 
technical chairman 

A. J. “Butch” Stolfa, Director of 
Athletics, Davenport High School, gave 
an interesting “coffee talk” preceding 
the technical session 


Twin City 


J. D. JOHNSON 
Archer-Daniels-Midland Co 


Particularly successful January 8 
meeting drew 99 foundrymen to hear 
L. J. Voros, Caterpillar Tractor Co., 
Peoria, Ill., speak on “Coreblowing in a 
Semi-Production Foundry.” 

Among the many area patternmakers 
and core room personnel present were 
21 men from American Hoist & Derrick 
Co. and 12 from Northern Malleable 
Iron Co 

Mr. Voros outlined three basic rules 
for successful coreblowing: (1) cooper- 
ation among design, pattern and core 
departments, (2) imagination and inge- 
nuity in core box rigging, and (3) ac- 
curate control of core sand mixes 

Core sand moisture is a critical fac- 
tor in coreblowing, Mr. Voros said 
Moisture must be greater than 18 per 
cent or the mixture will have an abra- 
sive action on the core box and plug 
vents and the formed green cores will 
have soft spots. Too much moisture in 
a core mix (more than 2.5 per cent) 
renders it difficult to blow, and green 
cores will not have sufficient green 
strength, he added 

Following the talk, the group split 
into two sections. The first, on cores 
and coreblowing, was led by Nathan 
Levinsohn, Minneapolis-Moline Co 
and the other, on “Casting Design and 
Heat Treatment of Iron Castings,” was 
led by Herman Rischall, American Hoist 
& Derrick Company 
continued on page 80 


Picture of relaxation before Birmingham District Chapters January meeting were, left, 
Chapter Vice-Chairman Fred K. Brown, Adams, Rowe & Norman, inc., and E. E. Pollard 
Alabama Pipe Co., Anniston, Ala., who spoke on “Mechanized Cupola Operation.” 


Arranging last-minute details for Central Indiana Chapter's January 7 meeting were, left 
to right: Chairman Robert Spurgin, Ill, Swayne Robinson Co.; Technical Chairman Dallas 
Lunsford, Perfect Circle Corp.; and W. W. Levi, Lynchburg Foundry Co., Radford, Va., who 
spoke before the chapter on ‘‘Cupola Practice and Operations.’ 


Headliners at Northwestern Pennsylvania Chapter’'s January 28 meeting were, left to right 
Vice-Chairman Fred Carison, Weil-Mclain Co.; A.F.S. National Director Martin J. O'Brien 
jr., Symington Gould Corp., Depew, N. Y.; principal speaker Fred G. Sefing, International 
Nickel Co., New York, also a National Director; H. F. Scobie, editor, American Foundryman 
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there’s a SURE way eee 


to get -- sim 


\ Le 


{ 


Lasamerees that result in maximum unit produc- 
tion at a profit should be specially designed to work 
in a foundry and, more important, to meet your 
own particular requirements. 

A sound incentive plan should also take into 
consideration the specialized methods, rigging and 
equipment factors involved in your foundry opera- 
tion. Fair production standards must reflect work 
content for the jobs in such departmental operations 
as pouring; melting; molding; coremaking, finish- 
ing and assembly; grinding, chipping, cleaning, 


eer 


searfing and finishing. “Take home pay” must re- 


flect the uninterrupted effort to produce. Proper 


incentives for your foundry are a useful tool to pro- 


Lester B. Knight 
Coniultin Ay 
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YOUR foundry 


vide improved quality, simplify supervisory prob- 
lems, eliminate delays and interferences to produc- 
tion, and secure more and better casting production 
at lower costs. 

Knight Engineers have revamped existing incen- 
tive plans and installed new standards for labor 
and cost control, wage incentives and estimating 
which have resulted in increased unit and total 
production plus increased profit. 

An audit of your operations should determine 
the advantages of modernizing your present stand- 
ards and incentive system. We will work with your 
industrial engineers. Call or write our Chicago or 


New York office for immediate attention. 


2 & Associates, Inc. 


600 W. JACKSON BLVD, CHICAGO 6, 


EASTERN OFFICE: LESTER B. KNIGHT & ASSOCIATES + 30 CHURCH ST., NEW YORK 7, N.Y. 
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NUMBER PRICE PRICE 29 AFS Apprentice Training Standards.... 1.00 2.00 
1 Alloy Cast trons Handbook (2nd Edition). $2.75 $ 4.50 27 AFS “Transactions” Vol. 51, 1943..... 3.00 15.00 
2 Aluminum Foundry Process Control (SAE) 1.00 2.50 on = = ee _ - 4 oa eo 

: : ransactions” Vol. 54, on , 

39 AFS Foundry Apprentice Course Outline.. 1.00 2.00 32 AFS “Tronsoctions Vol. 55,1947... 4.00 15.00 

33 AFS “Transactions” Vol. 57, 1949..... 8.00 15.00 

45 AFS “Transactions” Vol. 58, 1950..... 8.00 15.00 

8 oO oO 4 gS 48 AFS “Transactions” Vol. 59 (8/11)... 8.00 15.00 

3 Analysis of Casting Defects........... 2.50 4.25 

eece {0 MET 35 Bibliography of Centrifugal Casting 1.50 2.25 

4 Cast Metals Handbook (3rd Edition) . 4.50 7.50 

6 Classification of Foundry Cest Factors.. 1.00 2.00 

% 7 Cupola Operations Handbook... 6 10.00 

« 49 Cupola Research Reports. .... .. 1,00 1.50 
8 Development of the Metal Castings 

Industry .. 3.00 6.00 

38 Foundry Core Practice (2nd Eton) 6.50 10.00 

> 9 Foundry Cost Methods......... 1.50 3.00 

10 Foundry Dust Contrel...... 1.00 2.00 

Recommonded 11 Foundry Process Control—Ferrous (SAE) 1.50 2.50 

50 Foundry Work (High Schoo! Text) 1.76 1.76 

Praciinn 37 85-5-5-5 Test Bar Design....... 1.00 2.00 

13 Gating and Heading Malleable Castings. 1.50 2.50 
















for 14 Gating Terminology Chart...........  .10 25 
15 Graphitization of White Cast Iron..... 2.25 4.00 
Fand 34 Guide for Foreman Training Conferences 1.50 2.25 


12 Foundry Sand Handbook (6th Edition).. 3.50 5.25 
16 Malleable Foundry Sand and Core Practice 2.00 3.25 
18 Permanent Mold Castings Bibliography.. 1.50 3.00 
19 Recommended Good Practice Code and 

Handbook for Exhaust Systems 3.00 5.00 
20 Recommended Good Practices for Metal 

Cleaning Sanitation......... 1.25 2.25 
21 Recommended Good Safety Practices for 

the Protection of Workers in Foundries 1.25 2.25 
22 Recommended Practices for Grinding, Pol- 


Casting 
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ishing, Buffing Equipment Sanitation .75 75 
23 Recommended Practices for Industrial 
Housekeeping and Sonitation....... 1.00 2.00 





24 Recommended Practices for Sand Casting 

Aluminum and Magnesium Alloys 1.00 1.75 
25 Recommended Practices for the Sand 

Casting of Non-Ferrous Alloys io ae 4.00 
26 Tentative Code of Recommended Prac- 

tices for Testing, Measuring Air Flow. 1.00 2.00 
40 Gates and Risers for Castings (Penton) 6.00 6.00 
41 Non-Ferrous Melting Practice (AIME) 3.00 3.50 
42 Risering of Gray tron Castings, Research 
















Report No. 1 1.00 2.00 
43 Risering of Groy Iron Castings, Research 
Report No. 2 1.00 2.00 







BEFORE > 44 Graphite Classification Chart (25x38 in.) 1.25 1.75 

46 Engineering Properties of Cast Iron 2.25 3.50 
PUBLISHED 47 Sond Test Data for Steel Castings 3.00 4.75 
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| THINK | SEE THE ANSWER TO 


YES! “Sirs THAT 
TOP QUALITY 


NATIONAL 


BENTONITE 


No, National Bentonite isn’t a cure-all for mold troubles, but 


it does help with many of them. Because National Bentonite helps 


make molds with low moisture content, it cuts down the dangers 


of gas holes and blows. National Bentonite-bonded molds have 


both high green strength and good hot strength—produce finer- 


finish castings, too. That means better castings, fewer rejects. 


And isn’t that what all good foundry men want? 


° NATIONAL . 


BENTONITE SALES OFFICE 
RAILWAY EXCHANGE BLDG. 


CHICAGO 4 « 


ILLINOIS 


These approved DISTRIBUTORS will give you quick service. 


American Cyanamid Co 
New York, New York 
American Stee! & Supply Co 
332 S. Michigan Ave 
Chicago 4, Iilinois 
The Asbury Graphite Mills, inc 
Asbury, New Jersey 
Barado & Page, Inc 
Konsas City, Missourl (main 
office) 
Also— (Branches) 
Tulsa, Okla 
Oklahoma City, Okla 
Wichita, Kansos 
Dallas, Texas 
Houston, Texos 
New Orleans, lo 
G. W. Bryant Core Sands, Inc 
McConnelleviile, New York 
Lloyd H. Canfield Foundry 
Supplies 
1721 Minnesota Ave., 
Konsas City, Kos 
Combined Supply and Equipment 
mpany 
215 Chandier St., 
Buffelo 7, N. Y 


The Foundries Materials Co 
Coldwater, Mich Also — 
(Branch) Detroit, Mich 


Foundry Service Company 
North Birmingham, Alabamo 


James R. Hewitt 
Houston, Texas 


Interstate Supply & 
Equipment Co 
647 West Virginia St 
Milwaukee 4, Wis 
Independent Foundry Supply Co 
6463 East Canning St 
los Angeles, California 
Industrial Supply Co 
San Francisco, Californio 
Kiein-Farris Co., Inc 
Boston. Massachusetts 
New York - Hartford, Conn 
LaGrand Industrial Supply Co 
Portland, Oregon 
Lo Salle Builders Supply, itd 
Montreal, Quebec, Conade 


Marthens Company 
Moline, Iilinois 
Carl F. Miller & Co 
Seattie, Washington 
Pennsylvania Foundry Supply 
& Sond Co 
Philadelphia, Pennsylvania 
Refractory Products Co 
Evanston, Illinois 
Robbins & Bohr 
Chattanooga, Tennessee 
Smith-Sharpe Company 
Minneapolis, Minnesota 
Steeiman Sales Co 
Chicago, Iilinois 
Stoller Chemical Co 
227 W. Exchange Ave 
Akron, Ohio 
Wehenn Abrasive Co 
Chicago, Iilinois 
Mr. Walter A. Zeis 
Webster Groves, Missouri 


chapter news 
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Tri-State 


J. G. WINGET 
Reda Pump Co 

Guest speaker at the January meeting 
was Elmer C. Zirzow, Werner G. Smith 
Co., Cleveland, who discussed “Casting 
Defects.” Meeting, held at Bartlesville 
Okla., had a near-record turnout, justi- 
fying the chapter's policy of spreading 
its meetings over the chapter area 

Speaking on sand properties and thei! 
effect on defective castings, Mr. Zirzow 
advanced several theories, which if not 
revolutionary, were certainly new to 
the audience. Among these was Mr: 
Zirzow’s contention that pin-hole por 
osity in gray iron castings is most likely 
caused by excessive permeability in the 
molding sand 


Texas A & M College 


W. E. JoHNSTON 

Joint meeting of the A.F.S. Texas 
Chapter and Texas A & M College Stu 
dent Chapter, held December 7 on the 
Texas A & M campus, was a triple fea- 
ture program 

First event was a campus tour and a 
pouring demonstration in the college 
foundry Instructor M. W. Watson 
supervised the demonstration 

Second on the program, providing a 
recreational break in the day’s activi- 
ties, was a bowling session in the Stu 
dent Center 

Climaxing the day’s program was a 
banquet and technical meeting, with 
Prof. Lloyd G. Berryman speaking on 
“Air Preheated Unit for Small Cupolas 
Aids Melt Efficiency,” a paper that ap 

f 


peared in the November, 1951, issue of 


C. V. Nass, Beardsley & Piper Div., Pettibone 
Mulliken Corp., Chicago, holds set of souve- 
nir cast book ends given him by the Detroit 
Chapter in appreciation of his talk on 
“Mechanization in Molding,”” January 21 
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AMERICAN FouNnpRYMAN. Also speaking 
on the program was Scholarship Stu- 


dent C. D. Adickes, who discussed the 
current shortage of engineers in in- 
dustry 

Last on the program was a showing 


of a film depicting the recent, dis- 


istrous failure of the Tacoma Narrows 
Bridge © U E 


: . 
Michigan State College 
C. C. SIGERFOOos 
F lty Sponsor 

Eaton Manufacturing Co., Vassar, 
Mich., was host to 35 members of the 
Student Chapter January 21 on a com- “ : 
prehensive plant tour and a dinner 

Company officials were hosts at a AS , 
chicken dinner given at Fischer’s Hotel, 
Frankenmuth. Eaton's personnel direc- ; ; 
tor, Paul Olsen, introduced the com- : ¢ ’ 
pany’s technical staff and gave a brief * ‘ IL * 
history of the firm, in which he pointed ae ’ ' : ~s 
out that Eaton is the world’s largest ig es ars Saad od ane ey 
producer of castings made from iron 





molds 

After dinner, a complete foundry tour 
took on such interesting operations as 
the mold layout and machining depart- 
ment, where thousands of castings are 
produced from a set of iron molds 
mounted on a merry-go-round casting 
machine 

Also of special interest were the hot 
blast, front slagging cupolas and a newly 
installed pneumatic core sand delivery 
ystem that blows core sand from the 
mixing machines to hoppers located 
directly above the coremaking machine 


MIT 
Dix CHANDLEY 

December 5 meeting speaker was E. I 
Valyi, Shell Molding Machine Co. of 
New York, who discussed major devel- 
opments and researc h programs in shell 


molding ARE MEETING EVERY EXACTING 


developments, according to Dr 

vi, are: (1) any sand is suitable for 
resin bonding, (2) gating and risering R E 1) U I b E M E | T 

techniques differ greatly from those 

used in conventional sand molding, i.e 

gates must be adjusted to pattern flow 


because hot metal burns the resin as FURNACES FOR 


it enters the mold, so that any splash 


of metal causes rough surface, and (3) BRASS e ALUMINUM e MAGNESIUM 
metal remains fluid much longer in a AND ALL OTHER 


shell mold because of the mold’s excel- 


lent insulating properties, which acute- NON-FERROUS ALLOYS 


ly affect risers, sprues and gates 





Ontario 


C. A, Tuourson HAVE YOU INVESTIGATED THEM 
January 25 meeting at the Connaught 
Hotel, Hamilton, was divided into three F Oo R Y Oo U R M E LTI N G P R oO B L E M S ? 
group discussions 
Cast Iron Group, with C. Maddick, 
Massey-Harris Co., as chairman, had as 
its speaker Roy W. Bennett of Hydro- 


3last Corp., Chicago, who discussed 
Sand Reclamation.’ e amp e = aus e 0. 


Malleable Group, headed by C 


Thempson, Galt Malleable Iron Co 900-920 MOORE ST. HARRISON, OHIO 
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“SAND ARRESTER TUBE” 
Save cores and step up produc- 
tion. Guaranteed for 100,000 
blows. 


“HOLINER” BUSHINGS 
Stop abrasion between blow 
plate and core box. Protect 
blow holes. 


“PROTEXABOX PINS” 
Cannot mar the box face be- 
cause they will not loosen. Pro- 
tective rubber tip guaranteed 
to stay on. 


“PULLINSERT” 

BLOW BUTTONS 

Positively stop sand blasting un- 

der blow holes. Available in 
nine popular sizes. 


“STRIPINSERT” 
Protects parting line—easily in- 
stalled in old or new boxes. 
Cutters for groove available at 
moderate cost. 














Rugged all-directional vibration that does 
not harm the faces of your sand hoppers 
or bins. Instantly self-starting, needs no 
lubrication of maintenance. Specify — the 
Peterson VIBROLATOR. 


A NON-BINDING 
FLASK PIN 


No more production stoppages due to bending or 
binding of flask pins. No matter how much abuse 
these pins receive, they flex and absorb it without 
binding or breaking. They don't require excessive 


tolerances or skilled labor. 


WRITE for descriptive literature or ask your distributor. 
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ENGINEERING COMPANY 


’ 


PRRunors 


Audience participation brought down the 
house when George Bogue, General Too! Co., 
imitated a one-man German band, assisted 
by ersatz Scotsman Melchert of Gas Heat Co 
lin kilts) at Oregon Chapter's Christmas 
Party. Photo by Norman Hall, Electric Steel 
Foundry Co. 


heard discussion of malleable foundry 
problems led by Ralph Green, Semet- 
Solvay Co., Detroit 

Chairman Frank Diana, Wagman & 
Son, Ltd., supervised a panel discus- 
sion on non-ferrous founding. Panel 
members were: G. M. Johnston Neptune 
Meters, Ltd.; W. A. Jones, Canadian 
Westinghouse Co., Ltd.; Len Hum 
phreys, A. H. Tallman Bronze Co.; and 
J. W. Bell, Aluminum Co. of Canada 
Ltd. 

Out of a total chapter membership of 
330, 225 attended this meeting 


Western Michigan 


C. H. Coustneau 
Carpenter Bros., Inc 


January 7 meeting, “Management 
Night,” was attended by 120 members 
and their guests. Speaker was A. F 
Pfeiffer, Allis-Chalmers Mfg. Co., Mil- 
waukee, who discussed the “Relation- 
ship of Pattern to Castings.” 
Mr. Pfeiffer described how 
are frequently constructed wrongly be- 
cause of lack of cooperation between 
pattern shop and foundry in the design 
of patterns. The speaker recommended 
the use of models to facilitate making 
patterns right the first time and showed 
several interesting ways to increase 
production on small plate-rigged jobs 
Chapter Vice-Chairman William Can- 
non, Nugent Sand Co., introduced the 
speaker. Chapter Chairman Ross P 
Shaffer, Lakey Foundry & Machine Co., 
led discussion of Mr. Pfeiffer’s paper. 
February 4 meeting speaker was 
V. A. Crosby, Climax Molybdenum Co 


patterns 





Detroit, whose topic was “Factors Af- 
fecting the Physical Properties of Gray 
Iron.” 

Mr. Crosby told of the effects of va- 
rious alloying elements on the physical 
properties of gray iron, and of how 
varying amounts affect properties of 
test bars and castings 


Michiana 


A. J. RUMELY, JR 
LaPorte Foundry Co 
February meeting speaker Harry E 
Gravlin, Ford Motor Co., Dearborn 
Mich., gave the 100 members present an 
extremely interesting hour when he 
discussed “Sand, Metal and Men.” 
Using a defective casting as a prop, 
Mr. Gravlin made the audience analyze 
the possible reasons for its defects 


Central Indiana 


Paut V. Fak 
Electric Steel Castings Co 

January 7 meeting, held at the Athe- 
naeum, Indianapolis, heard W. W. Levi 
Lynchburg Foundry Co., Radford, Va 
on “Cupola Practice and Operation.” 

Mr. Levi's talk, one of the most in- 
teresting the chapter has heard in a 
long time, roused so much enthusiasm 
that members kept him on the platform 
answering questions until midnight 

Membership Chairman Lee Edwards 
reported a successful membership drive, 
and the Educational Committee report- 
ed progress on work with high schools 


Detroit 


R. Grant WHITEHEAD 
Claude B. Schneible Co 

Largest gathering of the season 
turned out to hear C. V. Nass, Beards- 
ley & Piper Div., Pettibone Mulliken 
Corp., Chicago, narrate his company’s 
new film “Mechanization in Molding.” 

Honored at the meeting, which was 
“Sustaining Members’ Night,” were 
representatives of Sustaining Member 
companies: Harold McMurray, Ford 
Motor Co.; G. L. Galmish, Michigan 
Malleable Iron Co.; Walter Kantzler 
Kelsey-Hayes Wheel Co.; L. Carl Beers, 
Claude B. Schneible Co.; and George 
C. Collingwood, Pontiac Motor Div 
General Motors Corp 

E. W. Gerhard, Jr., Swedish Crucible 
Steel Co. was named membership 
chairman, succeeding Crary Davis, who 
resigned. 


Central Illinois 


G. F. Lioyp 
Brass Foundry Co 

January 7 meeting, held at the Ameri- 
can Legion Home, Peoria, was attended 
by 70 members 

Technical Chairman G. F. Lloyd 
Brass Foundry Co., introduced the 
speaker of the evening, Harry M. St 
John, Crane Co., Chicago. Mr. St. John's 
subject was “Metal Losses and Metal 
Balance in the Brass Foundry.” in 
which he explained how, with proper 


“FALLS BRAND” ALLOYS 


“FALLS” 
SPECIAL 
PATTERN 
ALUMINUM 


Better castings result when "FALLS" 
SPECIAL PATTERN ALUMINUM is used: 


| 
| 
| 
| 


...more fluid than other aluminum alloys, it will 


run thin sections more readily. 


.. ‘top shrinkage” is eliminated—no soldering to 


build up depressed areas. 


.. since heavy gates and risers are not needed, 


much extra casting expense is eliminated. 


.. with only a trifle less linear shrinkage than 
other aluminum alloys, no change in the pat- 


tern scale for running No. 12 Alloy is needed. 
.. checking is rarely encountered. 


Write for complete details 


Smelting & Refining Division 


nt en ppe x ~ © 


BUFFALO 17, HEW Voee 
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Corithol Costs with 


ndloria| beoumes money/ 


On your SHC 


PRINTWEIGH STOPS ERRORS... Provides printed weight records— 
at the instant of weighing—assuring that the accurate indication of 
the Toledo dial will reach your accounting records without chance of 
human error. 


Modern Toledos meet your needs today for rapid, accurate scales 
in all phases of production ...to help you control costs! 

These are the scales backed by Toledo’s half-century of experi- 
ence in Research and Engineering that has produced 80% of 
the major advances in scales during this time. 

Toledo engineering has not 
only specialized in the direct 
design of weighing machine 
mechanisms, but also in the 
many associated fields such as 
electronics, plastics, metal- 
lurgy, optics. 

Check your needs now— 
select Toledo equipment for 
vital jobs in guarding ma- 
terials and costs! Sales and 
service in 200 cities. Toledo 
Scale Company, Toledo 1, 

Ohio. We will be very glad 
to send catalogs. 
e parse’ 


ns long 
for bulle; 


HEADQUARTERS FOR SCALES 
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controls in melting and molding depart- 
ments, metal loss can be greatly de- 
creased for each pound of good castings 
sold 

One of the best controls of foundry 
scrap, in his opinion, is a daily scrap 
sheet that gives a foundry foreman sta- 
tistics on the scrap history of each job 
reordered from the foundry 


Oregon 


Norman E. HAut 
Electric Steel Foundry Co 

Setting aside the tools of their trade 
for an evening of refreshments, dinner 
and entertainment, approximately 170 
foundrymen, suppliers and _ guests 
gathered at the Heathman Hotel De- 
cember 14 for the Annual Christmas 
Stag Party 

Through the generous support of 
many firms serving the industry, those 
in attendance were treated to a full 
two-hour floor show and throughout 
the evening were accompanied in group 
singing by a talented accordionist 

Chairman Louis La Grand, La Grand 
Industrial Supply Co., was assisted in 
arranging one of the best parties put on 
by the chapter by James Brodigan, 
Columbia Steel Casting Co.; George 
Vann, Northwest Foundry & Furnace 
Co.; M. O. Woodall, Rich Manufactur- 
ing Co.; and by James Dorigan and 
William Halverson, both of Electric 
Steel Foundry Co 

The chapter is hard at work on plans 
for the Northwest Regional Conference 
to be held in Portland on October 24 
and 25. Conference Chairman W. R 
Pindell, Northwest Foundry & Furnace 
Co., has his committees selected and 
functioning and the chapter extends an 
invitation to all interested foundrymen 
to attend the conference this fall 


Central Michigan 


RicHarp H. Dossins 
Albion Malleable Iron Co 

Regular monthly dinner meeting was 
held at the Hart Hotel, Battle Creek 
the evening of January 16 

Chairman Thomas T. Lloyd presided 
at the business meeting. Mr. Lloyd in 
turn introduced Frank Rote, also of 
Albion Malleable Iron Co., who acted 
as technical chairman for the meeting 

Mr. Rote introduced as the guest 
speaker of the evening Dr. Richard A 
Flinn, professor of Metallurgy at the 
University of Michigan, who also spoke 
on “Ductile Iron.” In his talk he gave 
a complete picture of his work with 
ductile iron, showing properties of the 
material and the manufacturing prob- 
lems involved. A short question session 
followed the meeting 


Philadelphia 


ArtHur A. THUM 
Paimyra Foundry Co 

January 11 meeting opened with a 
short talk by A.F.S. National Director 
Frederick G Sefing, International 





Nickel Co., New York, on the program 
of the forthcoming International Found- 
ry Congress & Show in Atlantic City 

Principal speaker was William Mor- 
ley, Link-Belt Co., Olney Foundry Di 
vision, Philadelphia, who presented a 
talk on “Is Mechanization of Your 
Foundry Practical?” Mr. Morley’s talk 
was taken from his A.F.S. Exchange 
Paper to the 1951 International Foundry 
Congress in Brussels 

Each shop has its own mechanization 
problems, the speaker said, because of 
differences in types of metal poured 
and whether it is a production or job- 
bing foundry. Mechanization neverthe 
less has the same effect in all foundries 
Mr. Morley said—lower costs, increased 
production, conservation of manpower 
better working conditions and improved 
casting quality. 


Chesapeake 


Joserpn O. Danko, Jr 

4rlington Bronze & Alumir n Cor 

More than 350 hungry foundrymen 
and their friends consumed seven full 
barrels of oysters—fried, stewed, frit- 
tered and on the half shell—at the 
chapter’s Annual Oyster Roast, held 
January 12 in Baltimore 

Held at the Alcazar, the Roast was 
managed by A. A. Hochrein, American 
Smelting & Refining Co., and his battery 
of ticket sellers 

An occasional barber shop quartet 
plus a three-piece band, added a musi- 
cal note to the festivities 


Northwestern 
Pennsylvania 
ROY A. LODER 
Erie Malleat ron ¢ 

January 28 meeting drew a crowd of 
more than 100 members and guests, in 
cluding A.F.S. National Directors Mar- 
tin J. O'Brien, Jr., Symington-Gould 
Corp., Depew, N. Y., and Frederick G 
Sefing, International Nickel Co., New 
York; and H. F. Scobie, editor, Ameri 
can Foundryman. Mr. Sefing discusse: 
“The Foundry’s Respons bility in an 
Educational Program.” 


] 


Meeting opened with a showing of the 
Brass Trail,” a sound-color film mad 
by a British Brassfoundry Productivity 
Team of its visit to non-ferrous found- 
ries in this country two years ago 

First speaker, H. F. Scobie, told of 
the part that American Foundryman 
plays in keeping foundrymen techni- 
cally informed on latest developments in 
the foundry industry. He urged that 
readers write letters to the editor and 
short technical articles to add _ their 
knowledge and experience to the pool 
of foundry information 

Educational Chairman Earl M. Strick 
Erie Malleable Iron Co., introduced the 
main speaker, Mr. Sefing, who told of 
the need for an educational program in 
foundries. According to Mr. Sefing, a 
foundry with the most up-to-date 
equipment has no production if there 
is no skilled help to operate it 


EEL FOUNDRIE 
Yes, tt 4 - 
NON-TOXIC 


Non-Irritatin 


@ It’s the DRY Core Binder that SAVES .. . 


By assuring you a truly DRY binder that gives off NO 
OBNOXIOUS FUMES or odor at the shake-out .. . By 
giving you less scrap due to underbaked cores . 

By enabling you to reduce oven temperature 75° to 
100° or reduce time cycle and thus increase oven 
capacity by one-third . . . By giving you cores that 
lose less strength in storage and provide greater 


collapsibility. 


Stoller q@ nemical Co. 


225 W. Exchange Street ..... AKRON 8,OHIO 
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coming events 
MERE ELE IS 


March 


17 .. Quad City 

Fort Armstrong Hotel, Rock Island, Ill 
Ralph L. Lee, General Motors Corp., De- 
troit. “Science of Humanics.” 


17... Northern California 
Hotel Shattuck, Berkeley. 
Solar Aircraft Co., Des Moines. 
Alloy Foundry Practice.” 


Hiram Brown, 
“Light 


18... Eastern New York 

Circle Inn, Lathams, N. Y. C. A. Robeck, 
Gibson & Kirk Co., Baltimore. “Non-Fer- 
rous Foundry Practice.” 


18-19. . Steel Founders’ Society 
Annual Meeting, Edgewater Beach, 
cago, Illinois. 


Chi- 


19.. Central Michigan 

Hart Hotel, Battle Creek. C. T. Green- 
idge, Battelle Memorial Institute, Colum- 
bus. “Research in the Foundry.” Harry 
W. Dietert, Harry W. Dietert Co., Detroit 
“The Place of A.F.S. in Industry.” 


HERE'S THE STORY 


Cannon Brand “ha: ay 
is made from quality Muskegon Lake Sand. LXOm 


It is dried 


and fine. « A uniform ASF grain analysis 

and 55 is maintained by constant daily testing. 4-22) 2) 
x 

This means less core losses, 

uniform molds Soa and 

saved in your overall foundry pee alle 


Nugent also has complete storage 


—=paot 
eer: 


WO 


Represented by leading Foundry Suppliers. 


Core Sand 


nllll coarse, £3 hi 
s 
A 


< - 


regular tt 


w 


of 39, 47 


shh 


DE 5 
(3 = 


many dollars 


consistently 


——_— 


operation. 


and railroad facilities 


enabling prompt shipments to your foundry. 


See 


your NUGENT SAND REPRESENTATIVE or write 
direct for proper core sand recommendations. 


CANNON 
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Chicago 


20 .. Washington 
Frye Hotel, Seattle. 
Aircraft Co., Des Moines. 
Practice.” 


28 . . Chesapeake 
Engineers’ Club, Baltimore 
Gross, American Radiator 
Sanitary Corp., Baltimore 
trols and Operation.” 


28 . . Ontario 
Royal Connaught Hotel, Hamilton. Group 
meetings. 


Hiram Brown, Solar 
“Light Metal 


Louis H 
& Standard 
“Cupola Con- 


31 .. Metropolitan 

Essex House, Newark, N. J. C. 
ess, Gray Iron Founders’ Society, 
land. “Design for Castings.” 


31-April 2... AIMME 
Hotel William Penn, Pittsburgh 
Open Hearth Conference 


April 


1 . . Rochester 

Seneca Hotel, Rochester. Donald Lavelle 
Federated Metals Division, American 
Smelting & Refining Co. “Aluminum.” 


A. Burg- 
Cleve 


National 


. Chicago 

Bar Association. Werner B 
Bishop, Archer-Daniels-Midland Co. “The 
Control of Core Production.” Film 


“The ADM of Cores.” 


. Central Indiana 
Athenaeum Turners, Indianapolis. H 
Bornstein, Deere & Co., Moline, Ill. “Fer- 
rous Metallurgy & Foundry Practice.” 


7 .. Central Illinois 

American Legion Post No. 2, Peoria, III 
W. R. Jaeschke, Whiting Corp., Harvey 
Ill. “Malleable Melting and Heat Treat 
ment.” 


7 .. Twin City 

Covered Wagon, Minneapolis. W. W. Levi 
Lynchburg Foundry Co., “Cupola Oper 
ation.” 


10-11 .. Malleable Founders’ Society 
Case Institute of Technology, Cleveland 
Market Development Conference 


11... Southern California 

Rodger Young Auditorium, Los Angeles 
Donald McCutcheon, Ford Motor Co 
Dearborn, Mich. “Non-Destructive Test 


ing 

11-12. . University of Michigan 
University of Michigan, Ann Arbor, Mich 
Protection in Foundry Practice Confer 
ence. 


12... Eastern New York 
Circle Inn, Lathams, N. Y 
Clark, General Electric Co 
N. Y. “Welding.” 


14.. Central Ohio 

Seneca Hotel, Columbus, Ohio 
Anselman, Beloit Foundry Co., 
Wis. “Casting Defects.” 


. Philadelphia 
Engineers Club, Philadelphia, Pa. Brass 
& Bronze Educational Course, B. A 
Miller, moderator. 


Roger W 
Schenectady 


George 
Beloit 


14..Northern California 

Hotel Shattuck, Berkeley, Calif. Donald 
McCutcheon, Ford Motor Co., Dearborn 
Mich. “Non-Destructive Testing.” 





April 


14.. Western New York 

Sheraton Hotel, Buffalo, N. Y. Dr. Doug- 
las C. Williams, Ohio State University 
Columbus. “A Correlation of the Educa- 
tional Program & Foundry Practices.’ 
Film: “The A-D-M of Cores.” 


17 .. Washington 

Frye Hotel, Seattle. Donald McCutcheon 
Ford Motor Co., Dearborn, Mich. “Non- 
Destructive Testing.” 


18.. Eastern Canada 
Mt. Royal Hotel, Montreal. Quiz Night 


“Problems in the Cleaning Room.” 


18. . Texas 

Afternoon: Plant Visits to Texas Found- 
ries, Inc. and Lufkin Foundry & Machine 
Co., Lufkin, Texas. Evening: Angelina 
Hotel, Lufkin. Harry W. Dietert, Harry 
W. Dietert Co Detroit “Analyzing 
Foundry Problems.” 


24-25 . . Time Study & Methods 
Conference 

Hotel Statler, New York. Sponsored by 

Society for Advancement of Management 


26-May 11 . . Liege International Fair 
Liege, Belgium 


27-May 1 . . American Ceramic Society 
Annual Meeting, William Penn Hotel 
Pittsburgh. 


29-30 .. Metal Powder Association 
Drake Hotel, Chicago. “Powder Metal 


lurgy in a Defense Economy.” 


May 


1-7 .. Intl. Foundry Congress & Show 
Atlantic City, N. J. 


5-6 . . National Air Pollution Symposium 
Huntington Hotel, Pasadena, Calif. Spon 
sored by Stanford Research Institute 
California Institute of Technology, Uni 
versity of California at Los Angeles, and 
the University of Southern California 


13... Rochester Chaper 
Seneca Hotel, Rochester 
of officers 


13... Chicago 
Chicago Bar 
Meeting 


N. Y. Election 


Association, Round Tablk 


14-16. . Stress Analysis Conference 
Hotel Lincoln, Indianapolis, Society for 
Experimental Stress Analysis 


19... Central Indiana 

Athenaeum Turners, Indianapolis. George 
Anselman, Beloit Foundry Co., Beloit 
Wis. “Molding & Core Sands.’ 


22-24 . . Amer. Soc. for Quality Control 
Onondaga County War Memorial Audi- 
torium, Syracuse, N. Y. Sixth Annual 
Convention 


June 


16-17 .. Malleable Founders’ Society 
Homestead Hotel, Hot Springs, Va. An- 
nual Meeting 


23-27 .. Am. Soc. for Testing Materials 
New York. Annual Meeting 


September 


8-10 . . American Standards Association 
Museum of Science & Industry, Chicago 
National Standardization Conference 


October 


16-17 . . Gray Iron Founders’ Society 
Hotel Cleveland, Cleveland Annual 
Meeting 


16-18 . . Foundry Equipment Mfrs. Assn. 
The Greenbrier, White Sulphur Springs 
W. Va. Annual Meeting 


17-18 .. Michigan Regional Fdy. Conf 

University of Michigan, Ann Arbor. Spon 
sored by AFS Central Michigan, West 
ern Michigan, Detroit and Saginaw Val- 
ley Chapters and AFS Michigan State and 
University of Michigan Student Chapters 


20-24 . . American Society for Metals 
Philadelphia. National Metal Congress 
and Exposition 


25-26 . . Northwest Regional Fdy. Conf 
Multnomah Hotel, Portland, Oregon 
Sponsored by the Oregon, Washington 
and British Columbia Chapters and the 
Oregon State College Student Chapter 





TIPS 
THAT 
ENDURE 





“Tell 


when 
to 
pour 


id 


Marshall enclosed-tip Thermocouples 
will tell you just how hot your molten 
metals are! You check temperatures 
quickly and dependably with Mar 
shall instruments. As a result, you pour 
at just the right heat. 

Marshall thermocouples are modern 
foundry tools. You can have them in 
the long, right-angle-bent Type for 
furnace use, or the handy, straight 
Type for portable use, or measuring 
temperatures of metals in the ladle. 
The protected alloy tips of Marshall 
Thermocouples withstand repeated 
immersions. Write for descriptive 
folder. L. H. Marshall Co., 270 W 
Lane Ave., Columbus 2, Ohio. 


ee oe 
THERMOCOUPLES 
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pour 
clean 
aluminum 


APEX 1200 
ALUMINUM 
FLUX 


Apex Flux cleanses molten 
aluminum alloys of oxides 
and non-metallic material 
present when remelting 
foundry scrap and helps 
dispel gases—a factor in 
producing sound homo- 
geneous castings having the 
ultimate in mechanical and 
physical properties; improved 
machinability and polishing 
characteristics. No smoke 

or fumes, odorless, does not 


absorb moisture. 


—_ 
Immediete delivery. 


Informative folder, with 
prices, available on request 


APEX SMELTING COMPANY 


2535 WEST TAYLOR STREET » CHICAGO 12, ILL. 


6702 GRANT AVENUE + CLEVELAND, OHIO 
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abstracts 


Metallurgical Chemicals 


Al74 
wowarsky, 


. Actua Researcu Data. E. Pi- 
“On Chemicals Used for 
Protecting, Cleaning, Degasing, De- 
sulphurizing, and for Prevention of 
Shrinkhole Formation in Non-Ferrous 
Metals, Cast Iron and Steel,” Giesserei, 
vol. 38, September 6, 1951, pp. 417-422 
(In German) 

A survey is made of substances used in 
the foundry of light and heavy metals for 
the purposes of eliminating undesirable 
ingredients from the melt, protecting the 
latter’s open surface, eliminating gases 
and sulphur, and preventing formation 
of shrinkholes. The survey is supple- 
mented by data from the author's experi- 
ments with steel and cast iron, such as 
those on the improvement of magnesium- 
rich alloys through the addition of cast- 
iron cuttings, and on the partial replace- 
ment of iron oxides by copper oxides 


Casting Brass Continuously 


A174 Speeps Strip Mitt Ro tic. 
D. L. Brown, “Continuous Casting Rev- 
olutionizes the Brass Industry,” The 
Iron Age, vol. 168, September 6, 1951, 
pp. 106-108. 

The continuous casting of slabs, per- 
mitting continuous strip mill rolling, 
has revolutionized the brass industry 
A description is presented of a contin- 
uous casting machine, now known as 
the Rossi machine. This slab machine 
will cast 254% x 2%-in. slabs satisfac- 
torily up to a rate of at least 20 ipm 
The accuracy or overall tolerance of 
the slabs is found to be amazingly uni- 
form, the high and low tolerance on 
thickness averaging 0.060 in. and the 
maximum width tolerance 0.050 in. The 
only remaining problem is supplying 
enough molten metal to the casting ma- 
chine to take full advantage of the 
increased slab-making capacity 


Die Castings Evaluation 


A175... Reviews Pertinent Facts. T. C 
Du Mond, “Die Castings,” Material and 
Methods, August 1951, pp. 83-98. 

A review is given of the pertinent 
facts about die castings, their inherent 
advantages, and the widening list of 
alloys from which they can be made 
The methods used in the production of 
die castings are described. The me- 
chanical, physical, and chemical proper- 
ties of some of the more common mate- 
rials used in their fabrication are dis- 
cussed, covering alloys of zinc, alumi- 
num, magnesium, copper, lead, and tin 
The relative advantages and fields of 


| application of each are described. Other 


sections cover the comparison of die 
castings with other fabricated forms 
some important principles of die casting, 
and various processes for finishing the 
castings, including mechanical, electro- 
chemical, and chemical finishes. 


Combination 
Rammer-Compression 
Tester 
Simple way to pre- 
pore specimens to 
determine compres 

sion strength. 


Gordon Y Campbell 
FOUNDRY 
TESTING EQUIPMENT 


Even with all the advantages of sand and 
core control for better foundry results 
and economies, no one likes to go through 
long, drawn-out sampling and testing. 
With Gordon-Campbell foundry testing 
2quipment you get dependable results 
fast —and without a lot of fuss. 

With one or more of these units any 
foundry sand testing program will be 
speeded up 
Core Hardness Tester Direct reading gives 
accurate hardness test in a few seconds. 
Permtester A foolproof method for deter 
mining sand permeability. 

Transverse Test Core Maker For preparing 
core specimens for transverse tests. 
Transverse Core Tester Rapidly determines 
transverse strength of sand cores. 

Baking Oven Electrically heated, dries sand 
samples, bakes core specimens. 

Moisture Tester A reliable method of meas 
uring moisture content. 

Sand Mixer For thorough preparation of 
sample core-sand mixtures. 

Sand Washer The easy-to-use method to 
determine clay content of sand. 

Each of these testing units was designed 
to conform with the recommendations of 
the Committee on Foundry Sand Research 
of the American Foundrymen's Society. 


Write for full particulars. 


:? SERVICE’: 
CLAUD S. GORDON CO. 


Manufacturers & Distributors 
Metallurgical Testing Machines + Industrial Furnaces 
& Ovens + Temperature Control Instruments « Ther 

mocouples & Accessories 
Dept. 18 © 3000 South Wallace St., Chicago 16, II! 
Dept. 18 © 2035 Hamilton Ave., Cleveland 14, Ohio 





AFS Introduces 


continued from page 69 





Michiana 

Robert I. Burger, Melting Fmn., Auto 
Specialties Mfg. Co 

James E. Digan, Pres., 
Sales Corp 

Charles Rakauski, Asst. Supt., Auto Spe- 
cialties Mfg. Co 

Francis L. Storer, Supt 
Mfg. Co 


James E. Digan 


Auto Specialties 


Mo-Kan 


Les C. Parrish, Fdy 
& Sons Mfg. Co. 
Cc. R. Tayerle, Asst. Dist. Sls 
Pickands Mather & Co 
E. F. Whitfill, Owner, 

Works 


Supt., J. B. Ehrsam 


Mgr., 


Whitfill Pattern 


Northeastern Ohio 


William N. Brammer, 
Apex Smelting Co 
Kenneth D. Carter, Student, Case Insti- 
tute of Technology. 

James W. Hamblen, Sales Engr 
Smelting Co 

James D. Morgan, Fmn., Superior Found- 


Asst. Sales Mgr 


Apex 


ry, Inc 
Raymond Rolf, Sales Engr., Ohio Crank 
shaft Co 
William A. Sanders, Student, 
stitute of Technology 
Allan Richard Volmar, 
Institute of Technology 
John Walsh, Sales Engr., 
Co 


Case In- 


Student, Case 


Apex Smelting 


Northern California 


Alexander Woodside, Sales, Pacific Brass 
Foundry 


N. Illinois & S$. Wisconsin 


Leon Johnson, Asst. Molding Fmn., 
Beloit Iron Works 
Robert H. Miller, Mgr., Ebaloy Foundries, 


Inc. 


Ontario 


L. J. Allan, Sales, Bradeen & 
James, Ltd 

William Bain, Fmn., 
Ltd 

Jack Bell, Otaco Limited 

G. Bruce Colton, Supt., General Smelt- 
ing Co. of Canada, Ltd 

William G. Daniels, Supt 
Bronze Co, Ltd 

Robert Holland, Works Mgr., 
Wheel & Foundries, Ltd 

R. J. Phoenix, Chief Insp, 
Foundries & Steel Ltd 

Jack Ramsden, Pres., Ramsden Mfg. Ltd 

Neville S. Spence, Sales Mgr., Dominion 
Magnesium Ltd. & Light Alloys, Ltd 

John Williams Wallace, Prof. Engr., Ca- 

nadian Westinghouse Co. Ltd., 


Upton 


John T. Hepburn, 


A. H Tallman 
Dominion 


Dominion 


Oregon 

Robert M. Burns, Pacific 
Chain & Mfg. Co 

Conrad F. Hein, Molder, Rich Mfg. Co 

Gunnar Lund, Supt. of Fdy. Pacific Chain 
& Mfg. Co 


Fdy. Mgr., 


Philadelphia 


A. Fred Westburgh, Tiona Petroleum Co 

Albert B. Bates, Agent. Spencer Turbine 
Co 

Norman H. Halliday 
Bethlehem Steel Co 

William N. Rice, Chief Inspector 
lehem Steel Co 

Frank P. Spangler, Sales Repr 
Pneumatic Tool Co., Inc 

John F. Weber, Salesman 
ton & Co 


Quad City 


John C. Lunkes, Kordell Industries 
Edwin Lundstrom, Molding Fmn 
Deere Malleable Co 


Experimental Eng: 
Beth 
Master 


E. F. Hough 


John 


Rochester 


Pica, Rochester, Erie Foundry 


Alfred 
St. Louis District 


Charles Delfel, Fdy. Mgr 
Co., Busch Sulzer Bros 

Robert C. Kenyon, Fdy 
Mathis Co 

Robert E. Peppers 


Nordberg Mfg 
Diesel Engines 
Supt., Lewin 
Met 


Asst Key Co 


Southern California 


Clifton C. Cassity, Supt Pioneer Tool 


Engineering, Inc 
Harold F. Meyer 
Christy Co 


Sales Engr., Laclede 


"MEANS PROFITABLE” 
UPOLA: LININGS 


Buckeye Silica Firestone keeps black figures 


your ledgers 


ton tme to a minimum 


higt 


nstalled 


by foundrymer 


In « 


tractory materials 


ountry 


It lasts 


temperature areas, is 


It is widely used 


longer, cuts installa 
does not disintegrate 
easily handled 
is recom 


in all parts of the 


ymparative tests with other re 


Buc keye Silica Firestone 


comes out first as the ideal lining 


You can 


exciusive 


readily 
many 


SS Pekebale Mt MB celet. bg 


take 
features of 


One 


advantage of the 
Buckeye by 


of our pabeebal 2 36) 


ily call at no obligation and show 


how easily 


Buckeye 


as well as time and 


can save you 


labor 
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NON-FLUID OIL 


TRADE MARK REGISTEREL 





NEW -NEW-NEW 
“NR”’ Grades of NON-FLUID OIL for all Pneumatic 
Tools and Equipment 


These new ‘NR’ grades of NON-FLUID Oll are especially manu 
factured for all pneumatic tools and equipment and offer these six 
lubrication extras: 

1. Complete protection from rusting, even with moist air. 
- No galling or sticking of pistons or fibre blade. 
- 3 to 5 times longer life from cup leathers. 
. Wear reduced as muci: as 80%. 
. Winter grade available with pour point of —30° F. 
Used and Approved by all Leading Manufacturers of Air Tools. 


Write for new Bulletin #550 and free testing sample of “NR grade 
NON-FLUID OIL. 


NEW YORK & NEW JERSEY LUBRICANT COMPANY 
292 Madison Avenue, New York 17, N. Y. * Works: Newark, N. J. 


Why not also investigote NON-FLUID Ojl grade F-32925 or $-258-M for ball bearings of 
shakers and screens. 











NON-FLUID OIL is not the name of a general class of lubricants, but 
is a specific product of our manufacture 


Alloy Steel Downtown 


Frictionless 


MAGNET CHAINS 





DO MORE WORK, LAST LONGER, 
COST LESS than conventional types! 


On-the-job tests prove TM Alloy Steel Downtown Magnet Chains 
superior to any other three-leg assemblies on the market. Patented 
design of end link and horizontal ring with special locating plate 
keep chain legs at 120° centers. This prevents ganging-up, excessive 
friction and twisting ... assures level lifts. Long life, safety and econ- 
omy is assured by TM Alloy Steel Construction. Great strength, high 
resistance to abrasion, grain growth and shock at sub-zero tempera- 
tures are only a few of the TM Alloy Steel qualities. Send coupon! 
S. G. TAYLOR CHAIN COMPANY, H d, indi 


@eeeeeesesssesseeese 

S$. G. TAYLOR CHAIN COMPANY Ps 

Dept. 17 Hammond, indiana 

Rush literature and prices on TM Al- AYLO R A ) f 
loy Stee! Downtown Magnet Chains. 


ha m aun 
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| Tennessee 


Edgar Bryant, Jr Fdy. Sand Tech 
Mueller Co. 

Coy E. Jones, Asst. Foundry Fmn 
Mueller Co. 

Hood Longley, Core Room Fmn., Muel- 
ler Co. 

Raymond R. Lowry, District Sales Mgr 
A. P. Green Fire Brick Co 

Fred C. Nunne, Plant Engr., U. S. Pipe 
& Foundry Co. 

Clyde L. Slater, Brass Fdy. Fmn., Muel- 
ler Co. 

Dorsey White, Group Leader, Core Room 
Mueller Co 


Texas 


David K. Me Kie, Personnel Mgr., Tyler 
Pipe & Foundry Co 

Joe E. Satterwhite, Asst. Maintenance 

Supt., Sollberger Engineering Co., Inc 

| Robert E. Smith, Secy-Treas. Sollberger 
Engineering Co., Inc 

Thomas V. Stewart, Plant Supt., Tyler 
Pipe & Foundry Co 


Toledo 


Frank J. Collins, Acc. Fmn., Bunting 
Brass & Bronze Co 

A. G. E.dwards, Fdy. Follow-up & 
Checker, National Supply Co. 

L. E. Fischer, Fmn., Bunting Brass & 
Bronze Co 


Tri-State 


Walter T. Beyer, Vice Pres. Kastalloy 
Co., Inc. 

Eugene G. Maschino, Secy-Treas., Kast- 
alloy Co., Inc 

A. E. Perry, Fdy. Fmn., Nelson Electric 
Mfg. Co 





Twin City 


Earl C. Juhl, Chief Inspector, Minneapolis 
Electric Steel Castings Co 

George Stromquist, Core Room Fmn, 
Minneapolis Electric Steel Castings Co 

Thomas T. Thomalla, Fdy. Supt., J. F 
Quest Foundry Co 


Washington 


Thomas F. Meagher, District Mgr 
Laclede Christy Co 

E. F. Riedle, Leading Molder, Puget 
Sound Naval Shipyard 

Richard G. Wagner, Jr., Puget Sound 
Naval Shipyard 


Western Michigan 


| Russell H. Cashbaugh, Layout Supv 


Lakey Foundry & Machine Co 

Gillis Van Sluys, Fmn, American Seat 
ing Co 

William Vellenga, Supv., Lakey Foundry 
& Mach. Co 


| Louis W. Wessel, Melting Supv., #6 


Plant, Campbell, Wyant & Cannon Fdy 
Co 
Western New York 


Gerrit H. Pool, Salesman, Debevoise 
Anderson Co 


Wisconsin 


Warren L. Borchardt, Mold Supv., Grede 
Foundries, Inc 





Chicago 


MOUNTED 


...Now 
even better 
with 


74E Gone 


the new miracle 
grinding wheel bond 


Choose Chicago Mounted Wheels — 
bonded with 79E Bond — and you'll 
never buy any other! This tough new 
grinding wheel bond, exclusive with 
Chicago Wheel, has taken the indus- 
trial world virtually by storm, doing 
a better grinding, burring and finish- 
ing job faster. Greatest selection of 
sizes and shapes for every application 
Best of all, deliveries are good 
ready when you need them. Try 79E 
Bond Mounted Wheels 


WRITE today for full information 
and literature. It's free 


CHICAGO WHEEL 
& Mfg. Co. 


Dept. AF + 1101 West Monroe Street 
Chicago 7, Illinois 
OFFICES (NM PRINCIPAL INDUSTRIAL CENTERS 


Wisconsin (continued) 


Carl F. Bufka, Asst. Prod 
Foundries, Inc 

Anton Dexheimer, Fmn 
ion Iron Works, Inc 

Victor Joseph Draeger, Standards Dept., 
Milwaukee Steel Div., Grede Fdies 

William Hamp, Labor Fmn, Grede Foun 
dries, Inc 

Felix R. Kuskie, Steel Furnace Oper- 
ator, Pelton Steel Casting Co 

Harold H. McCabe, Met., Lakeside Mall- 
eable Castings Co 

James Nevenhoven, Gen 
Brillion Iron Works, Inc 

Harold Ootenstein, Fmn. Sand Control, 
Grede Foundries Inc., Milwaukee Steel 
Div. 

August Poeppel, Asst 
Grede Foundries, Inc 

Louis A. Schultz, Maintenance 
Grede Foundries, Inc 

Meyer Schwartz, Vice-Pres. 
Aluminum Fdy. Co., Ine 

Robert D. Wood, Sr. Industrial 
Harnischfeger Corp 


Mgr., Grede 


Molding, Brill- 


Fmn.—Core, 


Cupola Fmn., 


Supv., 
Wisconsin 


Engr 


Michigan State College 


Alan R. Rosenfield 
Sat Brat Gupta 

D. G. Triponi 

Paul Gene Barnard 
Jack H. Humphrey 
Kenneth L. Cramer 
Denver Stuart Patton, Jr 
Paul J. Hausner 
Ronald Rex 

F. William Reed 
Ivan C. Burket 

Clyde Burt Green, Jr 
Philip Joseph Hardoci 
Walter D. Coker 

S. S. Lather, Jr 


University of Michigan 


Gopal Prasad Agarwal 
Kirk Q. Buddington 
Ricardo Cortes 
Albert W. Demmler, Jr 
John Paul Harris 
Anthony B. Kudela 
Paul B. Malloy 
Samuel Lee McComb 
Paul A. Newcombe 
Michael A. Roman, Jr 
Gerald Rudolph Smith 
Stephen J. Stolton 
Harold F. Surface 
James F. Watson 
Charles Wickland 
Sumio Yukawa 
Keith Beers 

Robert S. Carey 
Larry Peter DeBoer 
John E. Ewing 
Daniel J. Hayes 
Richard R. Lowe 
Leonard Martin, Jr 
Ernie B. Mikus 
James Pappas 

John P. Rowe 

John C. Shyne 

Ralph J. Stuiligross 
Muir Carl Tarlo 

R. P. Wegter 

Darwin Bruce Wile 
A. J. Terry Brown, J: 
Edwin H. Corlett 
Raymond F. Decker 
David A. Guttentag 


continued on following page 


Ne fra 


FOUNDRIES USING 


HUSA} 


STRAINER CORES 


A Detroit foundry saves thou 
sands of dollars each year on cylin 
der head castings weighing about 
125 pounds 
long experience, states, 


Another foundry, after 
In all cases 
a definite improvement was noted if 
the molding procedure included the 
use of AlSiMag Strainer Cores 
Improved quality, fewer rejects, have 
added materially to their profits 
Perhaps you, too, can find new 
AlSiMag 
custom-made for 


profits by Strainer 
Cores 
your requirements 
hard, flat 
fast, rough handling. These AlSiMag 
Strainer Cores are not affected by 


using 
They are 
They are strong 


rigid stand up under 


molten metal temperatures normal to 
foundries 
and a higher percentage of perfect, 


You get faster production 


smooth castings 


FREE SAMPLES ON REQUEST 

Samples of AlSiMag Strainer Cores from 
sizes in stock are sent free on request 
Test samples made to your specifications 
ot reasonable cost. Write for samples 
Test them in your own foundry. Keep a 
record of the results. You will see. as 
other foundries have, that AlSiMag 
Strainer Cores pay for themselves many 
times over 


AMERICAN LAVA 
CORPORATION 


49TH YEAR OF CERAMIC LEADERSHIP 
CHATTANOOGA 5, TENNESSEE 


OFFICES. PHILADELPHIA: ST LOUIS - CAMBRIDGE 
MASS. - CHICAGO - LOS ANGELES « NEWARK NJ 
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| U. of Michigan {continued) a ar 
Rudolph Jackowski Li 


Phillip Elmo Lunetta 
James W. Morse, Jr 15-INCH 


Osborn E. Moore, J1 Di k 5 a 

| Stanley I. Pinel, Jr. 

Edward P. Sattelberger iS an er 
| Rodney Lee Sonnenberg c 
Wm. Strickler | _ 
| Roger R. Vogel | ba 
| David F. Weigel | i 

| James Arthur Woodard 


‘ =< be ace 
International War 


England | for pattern 


Nirendra Nath Banerjee, Student, Nation 
al Foundry College, Wolverhampton shops 
Asit Kumar Ghosh, Student, National 
Foundry College, Wolverhampton 
Frank Horton, Student, National Foundry 
College, Wolverhampton 
Haakon Kauserud, Student, National 
Foundry College, Wolverhampton 
Raymond John Shelton, Student, Nation 
al Foundry College, Wolverhampton 


| ~ 


that build confidence 


with confidence 


“HYBONI 


foundry proved 


This “Oliver” Sander will help your 

Germany pattern makers do better work in less 
time. Fine for sanding angles, sez 

George August Hans Jungbluth, Prof., ments, core print and circular work 
Technical University, Karlsbrun/Baden Table 914” x 21 ” is machined and 


grooved to take angle gauge. Tilts 
Japan 45° down, 25° up. Write for Bulle 
tin 182D 


Y. Amari, Director, Hitachi Limited, Chi- OLIVER MACHINERY COMPANY 
baken. GRAND RAPIDS 2, MICH. 
Tokushichi Mishima, Prof. of Met., Uni- 


f | versity of Tokyo, Engr. Dept., Tokyo 
‘ H. Nakamura, Dr. of Engineering, Ish- 
ikawajima Heavy Ind. Co., Ltd., Chuo 


Our Job-Trained Men will help you. 





ku, Tokyo 
for faster baking and Goyo Ohiro, Institute of Met. Engrg 
less scrap } Tohoku University, Komegafukuyo 


Sendai 


Tatsuo Tanaka, Chief of Casting Dept 
Government Mech. Lab., Sumiyoshi- 
uniformly high quality 
at lower cost l 


cho Suginami-ku, Tokyo 
How can we help||| YO 


Write us 


Test HyBond 


& Die Casting Award 


® American Die Casting Institute, New 
9 | York announces that Doehler-Jarvis 
’ Corp., an Institute member, has donated 
$25,000 for the establishment of a per- 
petual trust to be known as the Annual 
Doehler Award Fund 
The Award will be made annually for The finest quality Match- 
the outstanding contribution to the ad- plates ever produced in our 
vancement of the die casting industry history! 


AFS Convention 


Atlantic City 
Test HyBord 
Write for Samples 


as represented by technical achieve 
ment, advancement in plant operation Fast delivery of ordinary 
or by other activities not primarily of a plates in from 4 to 6 days! 
scientific or operational nature 

The Award will consist of a suitable At prices only slightly higher 
plaque and a cash honorarium of $500, or than 12 years ago/ 
more if the income of the Fund permits 
at the discretion of ADCI. All contribu- 
tions are to be evaluated basically on 


the applicability of the contribution to The 
the industry as a whole 


Any individual, group of individuals 
technical or scientific society or com- CA S T PR 0) D I C t ) Core 
BROS. INC. mittee thereof is eligible, regardless of 
whether it is engaged in the die cast- 
Manufacturers of Lubricating and ing business or is a member of the Die 
Specialty Products for 63 Years Casting Institute. The American Die 


There is no obligation 


1388-1392 EAST 40th STREET 
CLEVELAND J Onio 


2520 WEST LAKE STREET 


Offices: 1640 W. Carroll Ave., Chicago 12, It Casting Institute's Board of Directors CHICAGO 12, ILLINOIS 
will comprise the Award Committee | 





Piants: 1640 W. Carroll Ave. © 9101 Fullerton Ave 
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Foundry 
Information 


continued from page 18 





devolpment department 
profusely illustrated wit! 
and drawings. Babcock & 


research and 
Bulletin is 
photographs 
Wilcox Co 


326 Using shot and grit 


“A Primer on the Use of Shot and Grit” 
examines blast cleaning operations in 
question and answer form. The differ- 
ences between chilled iron and annealed 
clearly shown in its 16 
Williams, & Co 


abrasives are 


Hickman 


pages 


327 Production control 


“Production Control 
details a meth 


Fifty-six-page book 
Systems and Procedures” 
od of materials control that results in a 
shorter production planning cycle while 
speeding production by eliminating causes 
of various delays on the line. Fully illus- 
trated with typical forms and procedure 
charts, the book 
cedures for engineering, production plan 
ning and progress, machine load, materia 
and tool procurement and control. In 
cluded is a typical case history. Reming 
ton Rand Inc 


328 


Highly concentrated 
that migrates to the surface of the 
during baking is explained in 4-page bul 
letin with and 
edges are produced that resist metal pene 
tration, veining, and that reduce cleaning 
costs. Core center is left relatively soft 
Shake-out time and labor have in some 
cases been reduced by 80 per cent. Binder 
is called Tykor; it bakes 20 to 40 per cent 
faster, depending on the amount of core 
oil replaced. It works with synthetic 
resins and all types of sand. Swan-Finch 
Oil Corp 


329 


Cupola tuyeres 
motion to the air passing through them 
are presented in small brochure. The 
improved blast penetration is reported to 
give decided advantages. Smaller coke 
can be used without excessive wind box 
pressures; channeling is prevented; cold 
core is eliminated; melting rate becomes 
uniform; lining destruction takes 
place; uniform bed height is maintained; 
and the low, hot melting prevents 
forming slag bridge. Sprow Tuyere Co 


330 


Various sizes and models of 
dust collectors are presented in 36-page 
Catalog 72-B. Standard assembled and 
knocked-down models of this equipmen 
have air flow capacities upward from 252 
cfm, and filter the air through various 
kinds of cloth—cotton, wool, or synthetics 
depending on the application. Continuous 
automatic collectors are provided where 
requirements are such that service must 
not be interrupted for shaking the filters 
to release accumulated dust. The descrip 
tion of each type of collector is accom 
panied by full specifications, drawings 
etc. American Wheelabrator & Equip 


outlines complete pro 


Liquid core binder 


core binde 


liquid 


core 


Cores harder urface 


Double auger tuyeres 


that impart a_ twisting 


less 


zone 


Cloth dust collectors 


cloth-tub« 


ment 


Corp 





First 

Complete 

Reference 

Book 

for . CUPOLA 
Cupola OPERATIONS 


Operations HANDBOOK 


Complete reference book on Cupola Opera 
A total of 128 out 
metallurgists and 


tion in all its phoses 


standing foundry 


operators contributed to text 


cupola 


Highlights include: Operation of the Cupola 


The Refractory Lining, Blowing Equipment 
and Blast Control Equipment, Foreheorth and 
Receiving Ladies, Biast Conditioning, Classifi 
cation of Scrap for Cupola Mixtures, Foundry 


Coke, Cupola Siags, Fluxes and Fluxing, and 
Fundamental Thermo-Chemical Principles Ap 


plicable to Cupola Operation 

First Edition cloth bound 468 pages 
188 graohs and illustrations 34 

tables extensive bibliographies and 


$6.00 A.F.S. Member Price 
$10.00 Non-Member Price 


AMERICAN FOUNDRYMEN’S SOCIETY 
616 S. Michigan Ave. Chicago 5, Ill. 














HIGH SPEED 
CARBIDE 


, wT" 





CARBIDE 
HAND FES 


de uanine J 4 


‘ UTTERS ORE AL 
CATALOGUE 

















SEMET-SOLVAY 
FOUNDRY COKE 


Are you always sure that your castings will 


have the composition, strength and Brinell re- 
quired by your customers? Users of Semet- 
Solvay Foundry Coke 


safety to 


variables which occur 


aged foundries. 


SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
CINCINNATI+ DETROIT « BUFFALO 

SEMET-SOLVAY COMPANY, LTD., TORONTO 


In Canada 


compensate 








have a wide margin of 
for the unpredictable 


even in the best man- 
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Hewitt-Robins Inc. will move its head- 
quarters offices from 370 Lexington 
Ave., New York, to Stamford, Conn., 
about April 1. The corporation will lease 
the former Crofoot property in Stam- 
ford’s Glenbrook section. Alterations are 
now being made to adapt it to head- 
quarters office use. Divisions of the 
corporation will remain in their present 
New York offices 


The Lunkenheimer Co., Cincinnati, held 
its yearly sales conference in that city 
January 14-18. This year marks the 
company’s 90th anniversary in business. 
Of featured importance was the re- 
organization of sales territories and 
executive appointments. Effective Jan- 
uary 1, the United States was divided 
into three sales sections—Eastern Div., 
under Melvin W. Pauly; Central Div., 
under Harold H. Layritz; and Western 
Div., under Charles W. Burrage. These 
men have been named sales managers 


Rockwell Mfg. Co., Pittsburgh, announces 
the transfer of its Delta Power Tool 
Sales Div. from Milwaukee to Pitts- 
burgh, in Rockwell's headquarters. 


Robinson Clay Product Co., Akron, Ohio, 
has embarked on an extensive plant 
expansion and improvement program 
designed to increase output of refrac- 
tories products. Building and equipment 
changes and additions are already being 
rushed to completion at factories in 
Ohio and Pennsylvania. Modern press- 
ing, drying, and firing equipment is be- 
ing added, and improved material han- 
dling methods are being applied 


Caterpillar Tractor Co., Peoria, Ill., pre- 
sented a picture familiar to stockholders 
all over the country—sales volume up, 
profits down. According to spokesmen 
for the company, any improvement in 
the profit picture will depend upon the 
extent to which high cost premiums on 
steel purchases can be eliminated, 
whether operations can continue with- 
out interruption, and the effect of gov- 
ernment controls on wage rates and 
prices. 


Smith Power Transmission Co., Cleveland, 
recently formed the Fléxeid Conveyor 
Co. to develop, design, construct, and 
install conveyor equipment. 


Gordon F. Sondraker & Co., 5259 Atlantic 
Blvd., Maywood, Calif., is a new com- 
pany formed to deal in foundry supplies 
and equipment. Included in the lines 
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handled are metal melting aids and han- 
dling equipment for die casting and 
permanent mold operations, Kirksite, 
and lead foundries. The company was 
formerly the foundry division of Day- 
ton & Bakewell, Los Angeles. 


Doehler-Jarvis Corp., Toledo, Ohio, made 
the following executive appointments 
effective January 2: H. H. Doehler, hon- 
orary chairman of the board of direc- 
tors; L. A. Jarvis, chairman of the board 
of directors; F. J. Koegler, president. 


American Silica Sand Co., Ottawa, IIl., 
recently bought a new truck-loading 
shovel to expedite its operations. 


De Laval Steam Turbine Co., Trenton, 
N. J., has completed installation of 
Meehanite process controls. Their found- 
ry produces about 25 tons of castings 
daily for centrifugal and rotary pumps, 
steam turbines, speed reducers, and 
blowers 


Howard Foundry, Chicago, purchased a 
non-ferrous foundry in Indianapolis, 
Ind., last December. The plant covers 
220,000 sq ft, and is currently producing 
magnesium armament castings for the 
government. It is the only magnesium 
sand casting plant in the area. 


American Gear & Mfg. Co., Lemont, IIl., 
a wholly-owned subsidiary of Brad Foote 
Gear Works, inc., Chicago, has completed 
installation of modern heat treating 


equipment. Machinery is now operating 
at full capacity. American Gear has an 
18-month order backlog. 


international Graphite & Electrode Corp., 
a subsidiary of Speer Carbon Co., St 
Marys, Pa., has broken ground to start 
the construction of new graphitizing 
facilities for its Niagara Falls plant 
Facilities will cover 25 acres and cost 
$10,000,000. Equipment will include a 
calciner, 16 graphitizing furnaces, and 
complete milling, extruding, and bak- 
ing units. Full production should be 
under way by May, 1953, although each 
unit is built to start producing upon 
individual completion 


international Nickel Co. of Canada, ttd., 
Copper Cliff, Ontario, Canada, mined 
more ore from underground in 1951 
than in any year of its history. Produc- 
tion from underground 7,780,000 
tons. Total mined 11,800,000 
tons this year 


was 


ore was 


Cleco Div. of Reed Roller Bit Co., Houston 
Texas, announces the appointment of 
Arrow Supply Co., Inc., Pittsburgh; Peer- 
less Supply Co., Des Moines, Iowa; and 
Bates Supply Co., Quincy, Mass., 
tributors for its products in those areas 


as dis- 


H. Kramer & Co., Chicago, and its Ajax 
Metal Div., Philadelphia, were the recip- 
ients of scrolls of appreciation signed by 
representatives of eight foreign coun- 
tries. Under the auspices of the ECA 
the representatives toured their plants 


Federated Metals Div., American Smelt- 
ing & Refining Co., New York, has made 
three additions to its sales staff. Alfred 
L. Lee will cover Philadelphia, South 
Jersey, and Eastern Pennsylvania areas; 
Edward R. Bergin will cover metropol- 
itan New York; and Alfred Blackstone 
will handle North Carolina, South Caro- 
lina, eastern Georgia, and all but the 
extreme western part of Florida 


Edvard Bargezi, managing director of Austro-American Magnesite Works, Radenthein, Austria, 
points out an interesting phase of the Austrian refractories works to Russell P. Hever, vice- 


president of General Refractories Co., 


Philadelphia. Austro-American is 


a subsidiary of 


General Refractories Co., and Dr. Bargezi is currently on a business tour of the United States 
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309 Making automotive cores 


Production increases of over 600 per cent 
are being reported by automotive found- 
ries from an automatic method of making 
cores. Method uses the Roto-Core Auto- 
matic, a machine that combines the main 
jobs of core-making: 1) blowing the core; 
2) providing empty bexes and removing 


filled boxes; and 3) rolling and drawing 
the core from filled boxes. Completed 
cores are deposited on dryer plates, ready 
for processing. The machine takes a two- 
man team and can make 360 cores per 


hour. All important operations are pro- 
tected by limit or pressure switches. To 
prevent jarring the cores, the indexer 
operating from the station before the 
blow is stopped gently by an oil cushion 
Core boxes are mounted on removeable 
platens for quick change. Entire machine 
is reported to be extremely simple to op- 
erate. Osborn Manufacturing Co 


310 = All-direction vibrator 


Model DV 51 pneumatic vibrator is de- 
signed specifically for large bins and 
hoppers. It delivers a powerful, all-di- 
rectional vibration without damaging 
faces to which it is attached. A 2-in 
ball weighing one Ib is pneumatically 
driven around a stationary two-rail race 
to provide the action. Martin Engineer- 
ing Co 
311 Motorized broom 

No water, chemicals, or detergents are 
needed by this one-man scarifying and 
cleaning machine. Rated at 25 hp, it cuts 
loose and picks up packed grease, dirt, 
and metal cuttings at speeds to 11 mph 
It cleans a 36-in. path, and has a capacity 
of 20,000 to 60,000 sq ft per hour. Action 
is provided by a scarifying cylinder that 
revolves at 1400 rpm. It has a smoothing 
action that leaves aisles dry and firm- 
surfaced. Two types of scarifying cylin- 
ders are available. Heavy soilage, such 
as packed layers of dirt and grease, is 
cut loose by a wire brush cylinder con- 
taining twisted tufts of steel wire. Extra 


EASIER CORE MAKING 


heavy soilage, such as metal chips, dried 
paint or varnish, tar, and cement splashes, 
is pulverized by a cylinder containing 
tool steel cutters. This cylinder can also 
be used for scoring concrete before av 
plying new topping. G. H. Tennant Co 


312 


Single-groove FHP V-belts feature 
straight sidewalls for more grip and cords 
in the strength member held in a straight 
line by a special ply of woven duck under 
the top cover. This construction is said 
to increase life of the belt and the ma- 
chine it drives by eliminating vibration 
Raybestos- Manhattan Inc Manhattan 
Rubber Div 


313 Mobile core grinder 


Grinding faces uniformly flat to assure 
accurate pasted joints, mobile foundry 
core grinder is well suited for production 


Single groove V-belts 


BETTER CASTING QUALITY 





Ne 


fl 


: 


HOT STRENGTH 
HOT DEFORMATION 
PERMEABILITY 
COMBUSTIBLES 
FINENESS 


276 665 621 


GREEN STRENGTH 
GREEN DEFORMATION 
FLOWABILITY 
MOISTURE 
GREEN HARDNESS 


Werile TODAY TO DEPT. A FOR DETAILS 


HARRY W. Hi 1 


420A 


GREEN STRENGTH 
SAG RESISTANCE 
CRACK RESISTANCE 
BLOWABILITY 
STICKINESS 


335 





CONTROL 
SAND 


FQUIPMENT 
MOLD 
CARBON 


MOISTURE 


of 
OU l COMPANY 


SULFUR 


9330 ROSELAWN AVE DETROIT 4, MICHIGAN 
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or jobbing foundries. It handles a large 

range of core sizes, is sturdy, and is 

mounted on large casters. The 18-in 

grinding wheel is mounted on an adjust- 

able head which locks firmly in any 

position. Maximum clearance between 
Are made from the 
finest quality alloy 
tool steel obtainable. 
To give you longer 
service in actual SILVERY 
foundry use all Arrow 


tools have machined A 


shanks. 
Arrow tools have a BLAST FURNACE 
plus quality not found PRODUCT a 


in other tools and hun- \ 
dreds of foundries from 
Coast to Coast have 


standardized on them Metallurgically PURE 
because they give you Physically Clean 
longer service 

and Uniform 











Remember the name 
ARROW when you The choice of foundrymen 
buy chisels. who demand the best 


| table and wheel is 18 in., and maximum 

ARROW pele) &. INC. THE J A C 4 % @ ) | | working capacity is a 15 x 24-in. core 
surface. Small cores can be mounted in 

1904 S. KOSTNER AVE | eae). & STEEL co. | multiples on gang fixtures to speed pro- 
lel ile \clomy ek melas duction. Operation takes considerably less 
| JACKSON Ou# | time than hand filing or scraping, and 


eliminates broken edges. Spo Inc 


314 For grinding castings 


You can 
Designed for use on right-angle or sand- 


rely on er-type portable grinders, the BFR hub- 

“KOOLHEAD"” type wheel is made of carded web ma- 

and terial impregnated with abrasive grain 

= It is used to smooth down welds, blend 
STANHO” 


products 


ACCURATELY 
CONTROLLED 
FOUNDRY 
CHILLING 


“WOODRUFF KEYS 

“MACHINE KEYS pope be rr sag a oe “— 
“MACHINE RACK cas, the Wels will hold pleets tagetee 
TAPER PINS + asad machine can be stopped. Norton 
, “COTTER PINS , 

samples and - ee. SPECIAL PARTS 315 Belt conveyor idlers 


prices 


Write for 


and other Stanho products Improved line of belt conveyor idlers 

Bulk or Packaged features changes in the greasing design 

Rigid steel grease piping has been re- 

_2 WRITE for CATALOG placed by reinforced flexible grease tub- 
Choose ony r : > . : : : 

5 and PRICES ing, which will take higher gun pressures 

style from Jumbo to Stubby; and will not break off in shipment. The 


slim, medium or horse nail blade; y, flexible sections are made in lengths 
blunt, pointed, straight or 90° bent. TAN AR [) which allow them to hug the inside of 
There’s a type and size Koolhead the inverted angle or channel base. Ex- 

i 7 : , anaes ye ae ia | tension to the far side is accomplished 

Chill Nail or Spider Chill to do ho rye NAJ/L Cc ORF by threading a flexible section through 
your specific chill job best. / NEW . : base to a grease fitting. Chain Belt Co 
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who holds a BS in mechanical engineer- 
ing from Alabama Polytecnic Institute 
and an MS in business and engineering 
administration from MIT, has been em- 
ployed by Allis-Chalmers since 1937 


Charles Lb. Hardy, president and director 
of Joseph T. Ryerson & Son, Inc., Chi- 
cago, has undertaken to head up solici- 
tations within the steel and iron group 


of the 1952 Red Cross Fund campaign's | 


business division. As chairman of the 


group, Hardy will be responsible for the | 
organization and solicitation of funds | 


from 39,000 employees in 186 firms 


Edgar F. Gore, on loan to the Light 


Metals Section of the NPA for the past | 


six months, has resumed his duties as 
sales manager for the Michigan Smelt- 


ing & Refining Div. of the Bohn Alumi- | 


num & Brass Corp., Detroit 


Boyd £. Cass was recently named man- 


ager of metallurgical sales for Foote | 


Mineral Co., Philadelphia. Prior to as- 
suming his new position, Mr. Cass 


served as sales engineer to the metal- | 


lurgical trade. He has also been affiliated 
with Baldwin Locomotive Works, Cramp 
Shipbuilding Co., and U. S. Steel 


> Obituaries 


Raymond C. Gaugler, president of Amer- 
ican Cyanamid Co., New York, died 
early January 11 in Larchmont, N. Y 
Cause of death was cerebral hemor- 
rhage. He is survived by his wife, four 
daughters, and 13 grandchildren, and 
was 59 years old. Before joining Cyana- 
mid, he was associated with United 
States Aluminum Co., New Kensington, 
Pa., and Northern Aluminum Co., Shaw- 
inigan Falls, Canada. He had been with 
Cyanamid since 1917, serving at various 
times as assistant treasurer and comp- 
troller, treasurer, vice-president in 
charge of finance, and executive vice- 
president. His election to the presidency 
took place in January, 1951 


William Clarkson, president of Oil City 
Iron Works, Corsicana, Texas, died Nov- 
ember 3, 1951 


William L. Dean, president of Mathews 
Conveyor Co., Ellwood City, Pa., died 
Wednesday, February 6, in Florida. Mr 
Dean had been with the company since 
1909. Starting as shipping clerk, he 
gradually worked into bookkeeping and 
accounting. He served several years 
as vice-president and general manager, 
and in 1948 was elected president of the 
company. 


John H. Bunte died in Chicago January 
17. He was director of purchases for 
Howard Foundry, Chicago, IIl., and had 
been with the company for 20 years 


CUT CORE-MAKING COSTS! 


Nast 
_¢ap p 


Use sk | sca —_ 


e No need to tie-up expensive coremakers’ 
time with shop-made “skim cores” just 
use economical, easy-to-handle American 
Ceramic Strainer Cores 

Speeds production too and remember, 
American Cores assure you of  slag-free 
castings EVERY time 

American representatives will quote prices 
on any size Strainer Core 

Write today for samples and descriptive 
literature 


AMERICAN CLAY FORMING COMPANY 
TIFFIN, OHIO TYLER, TEXAS 
National Sales Representative 

Williston & Company, Delta, Ohio 


MANFACTURERS OF SPECIALIZED REFRACTORIES 
FOR OVER 30 YEARS 


Easy to work with because it's made of pure oak tanned 
leather which is soft and readily molded to position desired 


MANUFACTURED BY 


MILWAUKEE LEATHER BELTING COMPANY 


1114 N. WATER ST. MILWAUKEE 2, WISCONSIN 


EMPIRE byproduct Coke 


FOR FOUNDRY °* METALLURGICAL © CHEMICAL 
WATER GAS ¢ DOMESTIC USES 


DEBARDELEBEN COAL CORPORATION 


BIRMINGHAM, ALABAMA 





DeBardeleben Preparation and Service Give Added Value 
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Metals? (>> Contact Belmont — All Metals, All Alloys, All Forms — and BETTER SUBSTITUTES! 


Sulling Melle inle Melals since 1896 


onl SMELTING & REFINING WORKS, INC. 
301 BELMONT AVENUE, BROOKLYN 7, N. Y. 


: Dickens 2-4900 
* BABBITT BERYLLIUM BISMUTH 
BRONZE . BRAZINC ALLOYS - CADMIUM . CALGIUM . CERRO ALLOYS . CHROMIUM . COBALT . COPPES DIE CAST 
FERRO ALLOYS . FLUXES . HARDENERS . IRON AND STEEL FILINGS . LEAD . LITHIUM . LOW MELTING ALLOYS. 
MANCANESE . MERCURY . MOLYBDENUM . NICKEL . POWDERED METALS (Ali Meshes) SEMI RARE METALS 


ALUMINUM . ANODES . ANTIMONY . ARSENIC 
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employment 
| SR RECNERNIES —s86% 


® To contact “Help Wanted” or “Posi- 
tion Wanted” advertisers, write to 
American Foundrymen’s Society, 616 
S. Michigan Ave., Chicago 5, Ill. In re- 
plying to “Help Wanted” advertise- 
ments, applicants must send outline of 
background. 


Help Wanted 


HW 583..General foundry foreman 


A large aluminum foundry in Michigan has 
opening for general foundry foreman. Appli- 
cant must be experienced in all phases of 
aluminum sand foundry work, including gat- 
ing of patterns 


HW 587. . Metaliurgist 


Metallurgist with five to ten years experi- 
ence, laboratory or plant. Immediate work 
will involve considerable writing. Interest- 
ing opportunity at industrial research in- 
stitute. Location Southwest 


HW 588. . Estimator 


Large jobbing and semi-production gray 
iron foundry in Middle West needs man ex- 
perienced in estimating hours for various 
phases of production. Applicant must be 
experienced in blueprint reading and have 
a knowledge of setting standards. Reply in 
confidence giving full information as to age 
background and experience, as well as salary 
required 


HW 589. . Foundry Superintendent 
or Manager 


Age 28-40. Engineering graduate preferred 
minimum two years college and equivalent 
experience acceptable. Minimum three years 
foundry administrative and technical experi- 
ence required. Large manufacturing concern 
needs man with above qualifications to man- 
age new foundry western South Carolina 
This induction melting foundry produces 
small daily tonnage of small precise castings 
ferrous and non-ferrous metals. Excellent 
opportunity for right man to join established 
and progressive company. Will have every 
opportunity to expand present facilities. Sal- 
ary $5500 to $6500 per year. Give full educa- 
tional and work background 


Positions Wanted 


PW 171... Administrative Metaliurgist 


administrative 
Western 


Metallurgist available for 
position (gray iron or malleable) 
location preferred 


PW 172. . Salesman 
Salesman with good clientele, 20 years 


foundry experience, would like good refrac- 
tory or foundry line. Presently employed 





WANTED 
PLANT MANAGER 


Experienced in government specification 
work, for largest non-ferrous foundry in 
Dallas. Mechanization under way with ma 
chinery, capital and buildings available 
for increased expansion. Unlimited future 
for right man. Replies confidential 


Write 


WAYLAND BOLES 
4369 Potomac Dalias 5, Texas 





FOR SALE 
SLY TUMBLING BARREL—-24” diameter x 


60” long x 44° late Type C Tumbling Mill 
complete 3 hp TEFC motor with starter 


Good Condition 

BOX N-119 
616 S. Michigan 
Chicago 5, Illinois 


American Foundryman 





FOR SALE 
FOUNDRY — GRAY IRON 
With two clear spaces 80 x 320, with over- 
head monorail attached building 40 x 50 


Has two No. 7 Whiting cupolas 72” in diam- 
eter. Contains equipment 


ideal for mecha- 
nized operations 


Vicinity population about 
9,000. Near center of U. S. population. Water 
transportation available 


BOX N-120 
American Foundryman 616 S. Michigan 
Chicago 5, Illinois 





> Professional Services 





Harold J. Roast 
F.1.M., F.C.S., M.E.1.C. 
BRONZE FOUNDRY CONSULTANT 


c/o Crown Trust Co. 
284 Dundas St. london, Ont., Canada 
Available Coast to Coast 


EARL E. WOODLIFF 
FOUNDRY SAND ENGINEER 
Consulting + «+ Testing 
14611 Fenkell (5-Mile Rd.) Detroit 27, Mich. 
Res. Phone Vermont 5-8724 





FOUNDRY METALLURGIST 


Excellent opening for metallurgical engi 
neer with interest and knowledge of modern 
research methods in foundry field. Practical 
foundry background preferred. Excellent 
opportunity for personal and professional 
advancement in expanding organization 


Assistant Director for Personne! 
ARMOUR RESEARCH FOUNDATION 
ILLINOIS INSTITUTE OF TECHNOLOGY 
Chicago 16, Iilinois 





DEPARTMENT HEADS 
STEEL FOUNDRYMEN 


department heads in 


Opportunities for a 
Department heads 


large steel foundry 
needed in 

Molding Core CFaA 
Government-owned defense plant in Chicago 
area operating on armor steel castings. Com- 
pany operating setup sufficiently large and 
aggressive to afford permanent opportunity 
to men whose performance proves outstand- 
ing 

N-121 


American Foundryman 616 S. Michigan 


Chicago 5, Illinois 





WANTED 
100-250 KW H.F 
Write full details to 

Box 2188 


Alabama 


Induction Furnace 


University 





SALESMAN WANTED 
Sand Castings—Brass—Bronze—Aluminum 


Only with contacts need 


apply 


experienced man 


HALL FOUNDRIES 
Executive Offices: 100 West 52nd St 
Telephone ClIrcle 7-1675 


Bridgeton, N. J. Telephone 9-1091 


N.Y.C 


Foundry 





Classified and Employment 
Ad Rates 
@ Classified ads—$10 per column inch 


@ Employment Service-——“Position Wanted” 
ads $5. “Help Wanted” ads $10 
@ Professional Cards—$10 

American Foundryman 


616 S. Michigan Chicago 5, Ill 








Lester B. Knight & Associates, Inc. 
Member A.C.M.E. 

Consulting Engineers 
Management * Sales * Production * Surveys 
Modernization » Mechanization 
600 West Jockson Bivd., Chic 6, Mm. 
Eastern Office: Lester B. Knight Associates 
30 Church St., New York 7, N. Y. 


METALLURGICAL 


CONSULTANTS 


Service 


CHEMISTS 
Accuracy 


ACCURATE METAL LABORATORIES 
2454 W. 38th St. © Phone: Vi 7-6090 » Chicege 32, Il 


CHEMISTS and METALLURGISTS 
Grey tron Foundry Consultants 
Complete Foundry Testing 


Established over 25 years 
A. H. PUTNAM COMPANY 


Rock Island, Illinois 








2110 West Fond Ov Lec Ave, Milwaukee 10, Wis 


There is ne better time than NOW te review incentives, meth- 
eds. scheduling production comtre! end paperwork prevesses 














W. G. REICHERT ENGINEERING CO. 
PROFESSIONAL FOUNDRY ENGINEERS 
Surveys * Modernization 
Operations * Management 
1060 Brood St. Newark 2, N. J. 
Industrial Bidg. 








PENCIL PERSPECTIVES 
DRAWN TO SCALE FROM 
BLUEPRINTS OR SHOP 
SKETCHES — FOR 
CASTING 
ANALYSIS 
v. t SRMAN 
64) HMULSIDE 
GLEN ELLYN, ft 
PHONE 723.) 
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— en | 
ast YOUR limon man agoul 


Write today for your copy 
of Bulletin No. 108. It tells 
the whole Inductol story — 
every core boss should read it. 


] Steam end core for turbine casing. 
This core now bakes overnight— 12 
hours at 420°. Before using INDUCTOL, 
24 hours (two nights), were required. 
Elmer Maving, core boss, looking on. 


2 Close-up diaphragm core for steam tur- 
bine, showing stainless steel blades inserted. 


3 Slicking the core surface. No sticki- 
ness developed by using INDUCTOL. 











POHLMAN 


FOUNDRY 
7 NM COMPANY* 
ri ME in Buffalo 


MH rarge chunk cores now bake thoroughly in one night where 
two nights were formerly required — baking time of smaller 
cores has been cut from 7 to 4 hours by using Inductol. 








OTHER ADVANTAGES NOTED 
@} Core Room Smoke Reduced—Pohlman really had a problem. 


Every morning when they opened the oven doors after an over- 
night bake, the smoke and fumes that poured out were so heavy 
that the workers couldn't stay in the core room. Work just 
stopped until things cleared up. Inductol completely eliminated 


this problem. 


Core Blows Eliminated—Pohiman cannot trace any cut or 
blown castings to cores since using Imductol. 


Better Collapsibility—Pohiman’s Inductol cores break up 


easily in shakeout—have eliminated considerable hand labor. 


“INDUCTOL has made my job a lot easier, we now use 
it exclusively,” says Pohiman’s core boss, Elmer Maving. 


PohIman isa jobbing Meehanite foundry for yourself why Pohlman, a specialist 
with a big reputation. They cast small in the industry, has switched to Imductol 
to medium work; specialize in compli- —ask your Linoil Man. Arrange for a 
cated jobs—are often called on to help demonstration or trial run of Inductol 
other foundries out of a jam. Find out in your core room. 


Arcner:> Daniers:Miptanp comPANY 


(FOUNDRY PRODUCTS DIVISION) + 2191 WEST 110™ STREET + CLEVELAND 2, OHIO 








KUGG 


Typical 36” x 72” Whiting Tumbler with direct- 
coupled drive and gearmotor with built-in brake 


Experience has taught us the importance 
of rugged construction when it comes to 
a tumbling mill. Heavy plate shell, roller 
bearings, steel trunnions, proper align- 
ment of barrel, smooth meshing gears, 
reinforced tight-fitting door —all these are 
important features of Whiting design that 
insure long life and low-cost operation. 


Standard sizes: 24”, 30”, 36”, 42”, and 
48” diameter — in lengths from 36” up. 
Special designs for special needs. Various 


types of direct drive, also line drive when 
desired. 





Bulletin FY-123R gives full details, or 
ask the Whiting sales office nearest you. 


CORPORATION 


15628 Lathrop Ave. 


Offices in Chicago, Cincinnati, Detroit, Houston, Los 
Angeles, New York, Philadelphia, Pittsburgh, and St. 
Louis. Representatives in other principal cities. Canadian 
Subsidiary: Whiting Corporation (Canada) Ltd., Toron- 
to, Ontario. Export Department: 30 Church St., Neu 
York 7, N. Y. 


Harvey, Illinois 





4 »> 1) 








